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QUALITY 


The Only British Designed 
and Built 


JIG GRINDING 
MACHINE 


A product of the COVENTRY 
GAUGE & TOOL CO. LTD. 


who have unique experience 


in designing and 
manufacturing both 

JIG BORING and precision 
GRINDING MACHINES. 








Sole Agents in U.K. 


| 3X6) C KW E L L for further particulars write or telephone TODAY 
MACHEEEE TOOL eo WELSH HARP, EDGWARE RD., LONDON, N.W.2. 

TEL: GLADSTONE 0033 
ALSO AT BIRMINGHAM —TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOCKPORT 5241 - GLASGOW—TEL: MERRYLEE 2822 











Soeltatast 


with the spelter coating that holds fast 


GALVANIZED SHEETS 


Uniform coating 
High resistance to corrosion 


RE 





Easy ‘workability’ 


‘Speltafast', with its tight and uniform coating, is 
so well bonded that it will withstand seaming and lock 
forming, and all stamping and drawing operations 


within the range of the steel base. 





: ‘Speltafast' is available in plain sheets up to 48” wide . 
‘Speltafast' is also avaiiable in coils, 


eee the. sak (depending on gauge), in gauges from 18 to 32, and 


in lengths from 36” to 144”. Corrugated sheets are 





available in various profiles. 


Richard Thomas & Baldwins (Sales) Limited 


Sheet and Plate Department, 47 PARK STREET, LONDON, W.1 Telephone: Mayfair 8432 
MITRE WORKS, EAGLE STREET, WOLVERHAMPTON Telephone: Wolverhampton 27771 
613-620 ROYAL EXCHANGE, MANCHESTER 2 Telephone: Deansgate 7525 
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An important feature of this new furnace is the regenerative heating system accomplished 
by the annealed coils passing through successive separate chambers closed by doors and 
also containing ingoing coils. The coils being cooled preheat the ingoing coils, thus 
e reducing fuel cost per ton of metal heat treated with resulting significant increase in 


overall thermal! efficiency 
The furnace is rated at 550 kW. with a capacity of 8,000 Ib. per hour 
The furnace will hold 12 coils of 8,009 Ib. each waen operating 


on a continuous cycle 


STORDY ENGINEERING LIMITED 


CUM RiA H‘*OUS >OLOTHORN Hitt WOLVERHAMPT N 
C 
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floor space, manpower and 
production costs with 
IWK Transfer presses 




















WE ALSO SUPPLY 























These fully proven machines eliminate inter-stage annealing and 
combine, in one machine, operations normally carried out on several 





MAMMUT MILLING 
MACHINES 









single-stage presses. The exclusive IWK quick tool-changing device 





reduces change-over times to two hours. 
Please submit samples or drawings for a detailed production 






proposition or request our press specialist to call. 








© KIMBELL MACHINE To0ls LIMITED 


4 SOUTH LAMBETH PLACE, LONDON 58.W.8. t RELIANCE 6711 










K. KLINK BROACHING 
MACHINES 
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Can we solder it . 





vet be sure of a 
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these produce can now be solved for you 


Using a new process? 





Planning a new product? Using a new material” 


The jointing problems that 





—free of charge—by the new service that FRY’S now 
offer to Industry . . . “* The Solder Advisory Bureau” 
Whatever your jointing problem, send it to FRY’S. Ther 
Confidential Report on your problem is 


completely free and contains expert recommendations 





—It only costs 3d. to find out from 


| [a A Ae) SOLDER ADVISORY BUREAU 


A new Service to Industry by Fry’s Metal Foundries Ltd., Tandem Works, 
Merton Abbey, London, $.W.19 Telephone: MITcham 4023 (7 lines) 
Also at 

MANCHESTER °= KIDDERMINSTER GLASGOW DUBLIN 
MRPII4 
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s 
did you know 
that there 
are now 
more than Isn’t it just possible that 
600 5 ‘ , — ee en ee 
pire J “See 
ta might be the way around an 
Speed \ awkward—or expensive— 
_ assembly job? Give us the 
Fastenings 








chance to examine your 
products and suggest i P 
where you could be saving 


} time and money on your 
assembly lines. Call in our 
technical representative . 


—he’s a fastening expert. 
tas 


Cpite 


SIMMONDS AEROCESSORIES LTD. wW | ‘A MEMBER OF THE FIRTH CLEVELAND GROUP 


9 St. James’ S London, 8.W.1 rel: WHitehall 5772 
Branches: Birmingham, Manchester, Glasgow, 





Spire Speed Nut Division, Byron House 
Head Office & Works: Treforest, Pontypridd, Glamorgan 


. Johannesburg, Amsterdam, Milan and New York. 


Stockholm, Copenhagen, Ballarat, Sydne 
CRC §35 
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COMBINED 
HYDRAULIC 
GUILLOTINE 
AND 
PRESSBRAKE 





THE WORLD’S MOST MODERN 
SHEET METAL AND PLATE 
WORKING MACHINERY 











COMBINED 
PLATE 
AND 
SECTION 
BENDING 
ROLL 

OF 
INITIAL 
PINCH 
TYPE 


JOUNEYOYCR LS (2osnDes) LOVIN EID 


LIVINGSTONE HOUSE, BROADWAY, LONDON, S.W.1 
Telephone : TRAfalgar 4262/3 


Telegrams : Haemmerle, Sowest, London 
SWITZERLAND Cables : Haemmerle, London 
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Two HUMPHRIS Presses will be on 

display, a new version of our well 

known 10 ton Endwheel Press with 

increased stroke and greater tool 
space, and an entirely new version of our 25 ton Friction Clutch 
Automatic Roll Feed Press. 


As a typical example of the HUMPHRIS Cradle type Decoiling 

Machines, a Model CD.1000B Mark II Combined Decoiling and 
Levelling Machine will 
be shown in conjunction 
with the 25 ton Roll 
Feed Press display 


\ 


The dominant theme in our Exhibition display 
will be heavy decoiling, levelling and feeding 
equipment. The illustration above is typical 
of the 36” wide » 4” thick = 5 ton coil capacity 
decoiling, levelling and automatic feeding 
machines now being built. 
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Undoubtedly the novelty of our display will command a crowd but we 
wouldn’t dream of keeping you at periscope distance from our exhibits. 
On the contrary, we may even invite you to handle a control or two. Make 
a point, therefore, of coming along to Stand 2:6 if you are in any way 


concerned with the processing of sheet metal. 








the spearhead of development in the pressed metal industry 





HUMPHRIS & SONS LTD - POOLE - DORSET 


TELEPHONE : POOLE 1800 TELEGRAMS : HUMPSONS 
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pecial Alloy Steels 


for 


Dies 


The value of the finished 

dies being cut for use 

on this machine may be gauged 
from the fact that the Firth Brown 
nickel-chrome-molybdenum steel 
die-blocks have an unmachined 


weight of 43 tons. 





Firth Brown die-blocks 





forged from special alloy steels 





range in size from a few 


pounds weight for small dies 





for plastics to the 


really large dies shown here. 











by courtesy of 
High Duty Alloys Limited, Slough, Bucks. 


ALLOY STEELMAKERS . FORGEMASTERS - STEEL FOUNDERS - HEAVY ENGINEERS 


THOS. FIRTH & JOHN BROWN LIMITED - SHEFFIELD ENGLAND 
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WILKINS & MITCHELL | 
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STRAIGHT-SIDED 
SINGLE-ACTION 
T.R. SERIES 
POWER PRESSES 
Wik} | |, 2 and 4 POINT 
| SUSPENSION 


These many features, 
essential for 

greater productivity 
are embodied in this 
range of Wilkins & 
Mitchell Power Presses 


—the presses that 
cut costs... 


e HIGH TORQUE CLUTCH 


e DEEP-BEAM 
ALL STEEL SLIDE 


ALL-STEEL HEAVY 
SECTION FABRICATED 
CONSTRUCTION 


@ FULL ECCENTRIC DRIVE 
HEAVY DUTY DEEP 
GUIDED DIE CUSHIONS 

: BUILT-IN DRIVE 

CU Grin. FOR AUTOMATION 

FUNCTIONS 

@ FULL-FLOW 


CIRCULATING 
LUBRICATION 
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WE SWINE AT 


sneer | METAL] WORKS 


In meeting our customers’ needs we produce an amaging variety of 
items. Some of the sizes and designs have to be seen to be believed. 
Whatever your problems in sheet metal we can solve them. We 
undertake work of all descriptions in light sheet metal up to j{in., 
light fabrications in sheet metal angle iron, etc., and tubular metal 


work in material up to 2in. diameter. 


BIRTLEY TINPLATE WORKS 


* We shall be happy to receive your enquiries 


C.W.S LTD., BIRTLEY, Co. DURHAM 
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HYDRAULIC 
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EXAMPLE 
A PLATE BENDING PRESS 


The convenience and simplicity of CON- 
TROLLED HYDRAULIC PRESSURE 
harnessing almost limitless power, lends it- 
self to many applications and proves to be 
an increasing influence on the pattern of 


modern engineering design. 

This type of press can be supplied in any reason- 
The examples we show of presses are only a able length and capacity. The illustration shows 
: ‘ a 40 tons capacity press which is capable of bend- 
small selection but enquiries for equipment ing 3” plate and accommodates six feet width. A 
: : : " single ram machine is supplied for plates up to 
covering any application of hydraulics 4° wide and additional rams are added to suit 
. size and power required. The power required 
depends on the gauge of plate but also on the 

' cae ; width of the ‘ V ‘ opening on the bottom tool 
Hydraulic Division designers. This example has a 3” daylight and tools and 
: ' a 6” stroke. It is operated by a high-speed pump 


receive careful consideration by the 


When heavy loads are to be moved or heavy) 
pressures applied with precise control, 
Tangye Hydraulic equipment provides the 
necessary power. 


TANGYES LIMITED 


SMETHWICK BIRMINGHAM PHONE SME. II8I 


OFFICES AT LONDON MANCHESTER & GLASGOW FOR | en ae AOVICE 


AD NO71 


ASK FOR CATALOGUE No. 797 
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If product flow goes quick, quick slow —then 
what you need is variable speed. 2400 bottles 
for gin — Gordon’s of course—reach this 
machine every hour, but there can be 3600. 
The gin is there, so the machine must bottle 
faster. How? Turn the handwheel and the 
Hainsworth pulley and V-belt move to the 
right speed position automatically. Faster — 
slower —every few minutes if needed. 


Bottling, spinning, woodworking, packaging 


—give your production a tonic, and get 
the right speed for your need with .. . 





“HAINSWORTH’ 


VARIABLE SPEED DRIVES 








¥ 
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THE 
THE PULLEY CONTROLLER 
7 sizes available will carry any 
for drives standard electric 
up to 10H.P motor 











THE V-BELT 


one of 35 sizes 











Send for Catalogue 100/19 


Fenner 


wiwsroree | Js H+ FENNER & CO LTD, HULL 


‘ 
BELFAST. BIRMINGHAM. BRADFORD BRISTOL. BURNLEY. CARDIFF. GLASGOW 


Stocks carried im HULL. LEEDS. LEICESTER. LIVERPOOL. LONDON. LUTON. MANCHESTER 


MIDDLESBROUGH. NEWCASTLE. NOTTINGHAM. SHEFFIELD. STOKE 


LARGEST MAKERS OF V-BELT DRIVES IN THE COMMONWEALTH 
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British Fedevel 


Specialists in complete design and manufacture 
of all types of standard and special purpose 
resistance welding equipment from | KVA to 
1500 KVA or greater, and including fully 
automatic conveyor and hopper fed lines for 
high production requirements in the auto- 
mobile, aircraft, steel, drum and wire industries 
and all branches of engineering. 





@ Special Purpose Jigs and Fixtures 

@ Press Tools and Dies 

@ Electronic Controls 

@ Tube Mills 

@ Cycle Rim Forming and Welding Equipment 
@ Automatic Arc Welding Machines 

@ ‘UNIFLEX’ Kickless Welding Cables 











Slow Butt Welding Machine fitted 

with pneumatic tooling and com- 

bined spring pneumatic upset syste) 

for special applications also avail- 

able with hand tooling and standard 
upset 


IS KVA Single head Rivet Heating 
Machine available also with dual or 
triple head 





LEADERS IN RESISTANCE WELDING | 


BRITISH FEDERAL WELDER & MACHINE CO. LTD. 
CASTLE MILL WORKS, DUDLEY, WORCS. 
TELEPHONE DUDLEY 54701 
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aluminium foil 
or armour 
plate 


Left: 14° Pressure 
Regulating Roller Leveller 










Bottom: 24" 
Pressure Regulating 



















The Head Wrightson Machine 

Company manufactures a very wide 

range of roller levellers for 
levelling from aluminium foil 

to heavy steel plates. 

Further information is available 
on request and our Sales 
Engineering Department will be 

pleased to give advice. For 

immediate service telephone 
Middlesbrough 43401. 


THE HEAD WRIGHTSON MACHINE CO LTD 


COMMERCIAL STREET MIDDLESBROUGH 
LONDON JOHANNESBURG SYDNEY and CALCUTTA 
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Nodetnise your workshop and reduce costs! 
USE DUAL PURPOSE SEAM WELDERS 


All welded construction 
for strength and rigidity. 


Water-cooling throughout. 


All Electrode Bearings of Special Copper 
Alloy. 


Simple Layout of Transformer and ancillary 
apparatus for Easy Maintenance. 


Wide Range of Current and Pressure 
Adjustment with hand control. 


All Machines can be used with Modulators or 
with full Electronic Control. 









One machine only required for 











upper electrode is merely turned 
through 90 deg. and the lower electrode 
holder replaced; the whole operation 


takes 20 minutes. 





long and end seams. To change-over, the | 





Dept. S.91 


FARADAY WORKS - GREAT WEST ROAD - BRENTFORD - MIDDX 
TELEPHONE: ISLEWORTH 2311 TELEGRAMS: SIEMENSDYN, BRENTFORD, HOUNSLOW. TELEX NO. 25337 
BIRMINGHAM: TEL. MIDLAND 8636 CARDIFF: TEL. CARDIFF 72094 GLASGOW: TEL. 
MANCHESTER: TEL. ALTRINCHAM 2761/2 NEWCASTLE: TEL. WALLSEND 623461, 624514 SHEFFIELD: TEL. 27218 
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PLATE LEVELLER 
with Pinch Rolls 








This BRONX Heavy Duty Plate Levelling and 
Edge Straightening Rolls will level piate to 
36 in. wide x 3 in. thick and will edge straighten 
plates up to 36 in. wide x 2 in. thick. Edge 
straightening means taking the curve or bow out 
in the long way of the plate. This machine is 
installed at the largest bridge-building works in 
the world. 

The greater part of the machine is installed 
below floor level to give a pass line height of 
2 ft. 6 in. above floor level. 






















There are also Bronx Press Brakes, Tube 


i * 





Straightening Machines, Gang Punching 
Presses, Pilate Bending Rolls, Guillotine 







Shears, etc 







<—_ 


International 

Machine Tool 

Exhibition 
Olympia 
London 


STAND 
107 


Telephone: LYE 2307 & 2308 


BRONX ENGINEERING CO. LTD., LYE., WORCESTERSHIRE 
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OLYMPIA, LONDON ei 
June 25—July 8 As 


Sundays excepted oo. 
9.30 am—6 pm U 


Make sure you visit the greatest engineering event of the year— 
The International Machine Tool Exhibition . . . No-one 
concerned with quantity production—whether in technical, 
administrative or operative capacity—can afford to miss this 
vast and truly comprehensive show at Olympia, London. 

It summarizes the best of contemporary production techniques ; 
it shows the shape of things to come! 


Machine Tools 
Engineers’ Small Tools 
Gauges and Measuring Equipment 
Testing Equipment 
Electronic Control Gear 
Presses and Power Hammers 
Woodworking Machinery 
Heat Treatment Plant 
Here’s your opportunity to see them all under a single roof— 
to see many of them powered and in operation—to discuss their 


application to your own production problems with the world’s 
best-informed production experts. 


international 


. Organized by 
Ni ac h I n e Too | The Machine Tool 
Trades Association, 
o 2 Brettenham House, 
Ex h j b it ! 8 ] n | 9 6 O Lancaster Place, 


London, W.C.2. 








z 


Available for finished bars 


from 5 mm @ upwards. 


Production up to 50 feet/ min. 


depending on type of steel machined 


Accuracy of straightness 
0.1 mm per metre length 
(or .001 inch per 10 “’ length) 
Bars straightened from end to end. 


AUTOMATIC 
HIGH PRODUCTION 


BAR TURNING, 
STRAIGHTENING AND 


POLISHING PLANT 
FOR ONE MAN OPERATION 
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flame 


cleaning 


Cuts 


eet 
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Pre-coated sheet metals are he answer 


A tremendous development that offers colour coated metals for use in the manufacture of 
almost any and every product 
Permanent decorative coating in a wide range of colours combined with the strength of steel 
yet easy to fabricate offer advantages that will be immediately recognised 
We will gladly send fully descriptive information or discuss particular requirements 
FABRICATION CAN BE EFFECTED WITH EXISTING TOOLS 
QuUIcKk DELIVERY 


posi 


WRITE FOR DETAILS TO 





META ILON 
te 
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for heavy outdoor all-weather work 


*% TWIN CURRENT RANGE 





HIGH range for plate welding 65 V at 50-310 A 

LOW range for sheet metal work 95 V at 40-220 A 

Rated to BSS 638/1953 for i 
continuous duty at maximum current Load 20 kVA 


* INFINITELY VARIABLE CURRENT CONTROL 
Over the full range. Current setting by handwheel. 
Indication from easily read scales mounted on machine top. 
* HIGH POWER FACTOR 
The power factor is within the recommendations of the B.E.A.M.A. / 
A built-in capacitor can be supplied if required. 
+ ROBUST CONSTRUCTION 
Heavily built oil tank, hermetically sealed to enclose 
the vacuum impregnated coils. 
* LIGHT AND MOBILE 


Mounted on four wheels, the leading, a 
pair swivelling for easy 
manoeuvrability. 


ACT. 
Renge of ACTARC T 


i 







ELECTRODES High Voltage range 0-220 
A wide of Actare electrodes is available. Ct anctel HASTA Guntrcan: .. > See eae ae ae 4 
~e ~ ‘ High Voleage range 95 V 90-300 
There are electrodes for Air cooled MONTA transiormer ... Low Voltage range SOY 30-200 A 
medium carbon and tow alloyed stee! v3 
coasts cols tar cuehll cas erasing eating Tae ny leider erent ange 
and for deep penetration , electrodes for fast C0 ected HOERRA Cegpen  e en ae A 
horizontal production work ; electrodes for Suitable for ef aes of High Voltage range 40-185 
: : que Gaceredes toy special electrodes requiring 
aluminium, nickel and bronze. G - tan'te lente ior quadind lions 







}-phase, 50 cycle A.C. systems. 
Specie) models sveiabic lor other woltages and frequencies. 


MANUFACTURING CO. LTD. 





ACTARC WORKS -: NITSHILL GLASGOW, S.W.3 
Telephone : BARRHEAD 2293/7 Telegrams ; ACTIVARC GLASGOW 
LONDON OFFICE. 15 HERCIES ROAD, HILLINGDON, MIDDX Telephone Unbridge 865! /2 





TRADE 


NEW (Qa 400. 1:)) SHEAR 


MARK 


SEE THE KEETON EXHIBITS — INTERNATIONAL MACHINE TOOL EXHIBITION 
STAND 221, OLYMPIA, LONDON — JUNE 25th - JULY 8th 








A MODERN MACHINE OF OUTSTANDING VALUE 


KEETON SONS & CO. LTD., KEETONA WORKS, GREENLAND ROAD, SHEFFIELD 9. TELEPHONE : SHEFFIELD 42961-2-3-4 


A MEMBER OF THE FIRTH CLEVELAND GROUP lie 


CRC 10RMA 








SHEET 


Another Walker’s 


success story 


LION CHEVRON PACKINGS 
Entirely self-sealing. Tapered lips 
ensure initial interference and 
immediate seal. Chosen for roll 
balance cylinders. 

WALKERSELE Exceptionally flex- 
ible, with no metal components except 
a toroidal steel spring. Chosen to 
seal bearings of both horizontal and 
vertical rolls. A specially cesigned 


Walkersele 58” i.d. 60%” o.d. was 
made for Vertical Stand gear box 
-Ke 
> U> 
2 2 


‘ " The Secl of 
Supreme 

= o Service 
° AJ 
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“Operation 
hangeover'’ 





WALKERS SEAL NEW MILL 
for the Steel Company of Wales Ltd 


The new Universal Mill of The Steel Company of 
Wales Ltd. was formerly a 2-high Slabbing Mill. It 
has a capacity of 60,000 tons per week — one of the 
biggest in the world. Throughout the planning 
of this mammoth conversion programme, James 
Walker & Co. Ltd. were consulted on seal design 
problems. Today, Walker’s products are relied on 
to maintain the successful sealing of this modern 
mill: yet another example of how Walker’s packings 
and jointings are helping industry to progress. 


If you have a problem connected with sealing in an 
form, Walker's Technical Dept. will be pleased to 
advise. Write to 


SHEET METAL INDUSTRIES 


USERS AND DESIGNERS OF RESISTANCE WELDING PLANT— 


New design concept 
gives maximum 
application flexibility 
at lowest cost 


Now—for the first time—buy one cubicle and 
without modification have the option of any of 42 
different types of welding controi—just plug-in 
the unit combination you want. 






































Look at these additional features; 
pillar construction for minimum 
floor area, 2 sq. ft—full accessibility 
from either side—printed circuit con- 
struction—positive cycle timing— 
tocked controls. 

















A completely new approach to resistance welding contro!— 
one basic wired cubicle containing an 

ignitron contactor with weld heat control feature 
incorporating any desired size of ignitron—to which can 
be added any chassis combination to provide fully 
synchronous timing, automatic weld current control, 
variable siope operation, multiple non-synchronous timers 
and many of the other control combinations 

demanded by today’s materiais and weiding techniques 
Manufactured to top grade engineering standards at 

a price lower than many less comprehensive controls 





Write to Resistance Welding Contro/ Division for more details 


LANCASHIRE DYNAMO ELECTRONIC PRODUCTS LIMITED 


R.W.La RUGELEY + STAFFORDSHIRE - ENGLAND 
Manufacturers of the world's widest range of industria! electronic contro! equipment 
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A comprehensive range of 
British WIEDEMANN and 
other interesting machines 
will be demonstrated at 
our Stand No. 123 and at 
our nearby Showrooms 
during the Exhibition. Be 
sure to visit both 


BRITISH 


TURRET PUNCH PRESS MODEL R44 


Designed for piercing through templates, this power-operated model gives 
faster-than-ever piercing on short or medium runs and complicated 
layouts. The template openings correspond with the finished work in size, 
position and shape. With carefully made templates accuracy can be 
readily achieved. A sensitive lever lowers the punch into the template 
and, when fully entered, the press automatically trips. The mechanism 
can be adjusted for work and template thickness. Up to 3” dia. can be 
pierced in -074” mild steel plate. Also available with Rack Gauge Table 
Throat depth 28* 20 station turrets. 

Vaximum punch diameter 3} Pressure capacity 30,000 lb. 


Send for our special Exhibition brochure. 


DOWDING & DOLL LTD 


346 KENSINGTON HIGH STREET, LONDON, W 14 
WESTERN 8077 (8 lines) Telex 23182 Groms ACCURATOOL LONDON TELEX 
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‘STEEL SHEETS 











STRIP MILL COLD REDUCED 


STRIP MILL HOT ROLLED 
ALL GRADES AND QUALITIES 


BLACK C.R.C.A. P.F. 
ZINC COATED 
GALVANIZED FLAT & CORRUGATED 
LEADCOATED AND TINNED 


BLACK M.S. SECTIONS | 


ROUNDS 
FLATS ANGLES 
SQUARES HALF ROUNDS TEES 


MEDIUM & HEAVY M.S. PLATES 
SAMUEL MERCER & CO. 


STEEL STOCKHOLDERS. ESTABLISHED 1900 


ELDON STREET HOUSE : ELDON STREET 
LONDON, E.C.2 


Telephone: BISHOPSGATE Telegrams: RECONCILED 
5651 3 lines AVE. LONOON 









































5976 2 lines 
Warehouses: PADDINGTON NEW YARD, G.W.R., ALFRED ROAD, HARROW ROAD, W.2 
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DAN Y.. METRIC TON 


SINGLE ACTION FOUR POINT SUSPENSION UNDERDRIVE 
QUICK DIE CHANGE ECCENTRIC GEAR PRESS 





Bed 108 in. by 72 in. 24 in. 
stroke. 12 and 18 strokes 
per minute. Manufactured 
by Danly Machine Speci- 
alties Inc., Chicago, U.S.A. 


@ Die Change a matter 
of minutes. 


@ Greater production 
from lesser number of 
presses. 


@ Single, Double, Triple 
action types. 


@ Any Tonnage or size. 


GASTON E. MARBAIX LTD. 


DEVONSHIRE HOUSE, VICARAGE CRESCENT, BATTERSEA, LONDON, S.W.II = Phone : 


NRP 3162 
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W. BARNS & SON (HOLLOWAY) LIMITED 
are proud to announce their hundredth anniversary. 
They extend thanks to their many clients for valued 
support in the past and, with the opening of their 
new extension last year, assure them of continued 


and even better service in the future. 


WIRE WEAVING PERFORATED METALS 


W. BARNS & SON (HOLLOWAY) LIMITED, Globe Works, Queensland Road, Holloway, N.7 


Telephone : NORth 3347/8 Telegrams : Perforation, Holway, London 
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The “Margam Abbey"'—built for the Port 
Talbot Pilotage Authority by Richard 
lronworks Ltd., in which Cor-Ten was 
used extensively. Photograph by courtesy 
of the Port Talbot Pilotage Authority 


COR-TEN GOES DOWN TO THE SEA IN SHIPS 


At sea as well as ashore new uses are constantly being COR-TEN SAVES MONEY 
found for SCW Cor-Ten. It was used extensively in the Initial costs are spread over a longer service life. 
construction of this vessel for the Port Talbot Pilot- Maintenance costs are reduced 
age Authority. : ' Operating costs are lowered—in transport, payloads 
The Main Deck « Shell Plating and AnchorRecess are bigger because of reduction in tare weight. 
Floors and Engine Seating + Chain Locker Please write to us at the address bel for further inf 
* , al t€ ] SS 0eELOU } the 1jor- 
Fresh Water Tank « Bulkhead Bottom Plating ; ’ ; f- re 4 
. a > “ mation or for technical assistance in the application oj 
Rudder Side Plates SW Cor-Ten # 
: SCW Cor-Ten to yeur products. 
—were made entirely from Cor-Ten. A typical example 
of the growing use of Cor-Ten in marine construction, 


and in other fields where high yield strength, together 
with outstanding resistance to corrosion, is vital. S-C:W BRAND 


COR-TEN IS TOUGHER 


Weight for weight, the yield strength of SCW Cor-Ten ee 
is 50%, higher than ordinary mild steel 
Alternatively 

| sav 13 of the weight is 


Strength for strength, a saving of 1 3 of the weig is 
possible + 4-6 times more resistant to atmospheric 


corrosion. Highly resistant to abrasion and fatigue. RAILWAY ROLLING STOCK. AGRICULTURAL AND EARTH- 
MOVING EQUIPMENT. BARGES AND SMALL CRAFT. 
MINE CARS. POWER STATION INSTALLATIONS 


THE STEEL COMPANY OF WALES LIMITED 


ABBEY WORKS, PORT TALBOT, G IRGAD TELEPHONE: PORT TALBOT 3161 
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UP-STROKING 
PRESSES 


GIVE 7 TO 10 TIMES NORMAL 
TOOL LIFE— 


PLUS GREATLY INCREASED 
PRODUCTION RATES ! ! ! 


This precise and rugged Swiss-built 
machine gives greatly extended tool 
life up to, invariably, seven to ten 
times that obtained from any other 
type of Press by virtue of its design 
whereby vertical backlash is entirely 
eliminated ; this means that the 
punches can be set so that they 
never enter the die. The machine 
shown is a double crank type 
equipped with double roll feed, 
strip end shear, scrap shear, and 
automatic stopping device. There is 
a full range available from 6 to 240 
tons, single and double eccentric. 


PLEASE LET US DEMONSTRATE TO YOU 


FA WNO ET Pan 


INTERNATIONAL 


MACHINE TOOL ASSOCIATES LIMITED 


EXHIBITION 1960 


| June 25-duly © 
Otympia London 


4 QUEEN STREET, CURZON STREET, LONDON, W.1 
Telephone : GROSVENOR 8362-5 
pent: Midiand Office: WILFORD CRESCENT, NOTTINGHAM 
Telephone : NOTTINGHAM 88008 
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CLEARCALL 


INDUSTRIAL COMMUNICATIONS SYSTEM 


The rugged and reliable AEI CLEARCALL System permits convenient central 
control of industrial processes, by providing clear speech communication between 
key points. Messages can be heard easily despite the worst factory noise levels. 
@ Built to withstand severe abuse @ Unaffected by steam, dust, fumes, extremes 
of temperature @ For use in quiet as well as noisy areas. 


Please write for full details 


Associated Electrical Industries Limited 


Electronic Apparatus Division 
NEW PARKS, LEICESTER, ENGLANO 





AS492 


1960 
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now = 


SHEET: EXTRUSIO 


Users of aluminium can now reap the 
benefits of Grades service! From now onwards 
full stocks are being maintained to meet every 
demand at short notice. 

In addition to a comprehensive range of 
standard size sheets and plates to BS 1470 
and other related specifications, our modern 
warehousing facilities and equipment enable 
us to offer you cut sheet, strip and mill length 
coil prepared to the sizes you require. This 
saves you time and money; eliminates scrap 
and unusable off-cuts. 

We can also offer Rounds, Squares and 
Hexagons in free-machining alloys. If you use 
Angles, Channels, Tubes and other extruded 
sections, we have these too. 

Prompt deliveries by road throughout the 
Country. You can put an end to your stock 
problems by sending your enquiries to us 
— now ! 





ALUMINIUM DIVISION O 


GRADES .. 


HANWORTHLA 


Telegrams 





NAP 3091 
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COWLISHAW 
WALKER 


400 TON 
PRESS 





outer casings q 


for the famous range of Bratt 
Colbran gas fires at their 
Wembley works. 

This advanced and highly 
efficient design of gas fire sends 
convected warm air to every 
corner of the room in addition 
to the normal radiant heat. 
































= 








COWLISHAW WALKER PRESSES with their 
fine craftsmanship and inbuilt dependability have 
that extra frame and slide rigidity which guarantees 
better pressings and longer tool life. 


COWLISHAW, WALKER & CO. LIMITED 


Biddulph, Stoke-on-Trent Telephone: Biddulph 3254 Telegrams: Cowlishaw, Stoke-on-Trent 
London Office: 117 Victoria Street, Westminster, London, S.W.1. Telephone: ViCtoria 5472 
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THE Tela Ad ENGINEERING COMPANY LTD. 
BOURNEMOUTH ENGLAND — 
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STAINLESS 











2 A * : a 


PRODUCED BY SENDZIMIR MILL 
la Nisshin Steel Works, Ltd. 


N Head Office 3,4-chome. Hatchobori, Chuo-ku, Tokyo, Japan. 
Other Offices: OSAKA, NAGOYA, YAWATA,. HIROSHIMA. 
NJ Factories : TOKYO, OSAKA, AMAGASAKI, KANZAKI. 
KURE, TOKUYAMA, NANYO. 
CABLE ADDR - NSWORKS TOKYO 
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” 
@) MEMBERS OF THE TRIPLEX SAFETY GLASS GROUP @ 


Hydraulic 


50 to 5000 TONS CAPACITY 


STANDARD RING FRAME PRESSES 
FROM 50 TO 250 TONS CAPACITY 


i/ustrated is a 150 ton fully 
automatic Deep Drawing 
Hydraulic Press 


Sales and Engineering Offices Works 
CHARLES S. W. GRIGG LTD. WELDALL & ASSEMBLY LTD 


65-67 HANWORTH ROAD OLD WHARF ROAD 
HOUNSLOW, MIDDX. ENGLAND STOURBRIDGE, WORCESTERSHIRE 
Picne: HOUNSLOW 7241-42 Phone: STOURBRIDGE 4661 (7 lines) 


rH OX ' 
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CD 
by road and rail- 


steel from 











wr Make sure 

“= your name is 
—<t~ included in our 

ats monthly stock 
; =, list mailing 


pistrisuTors OF () JIEXIQN storren ancies (Enquiries should be addressed to the Dexion Dept.) 


James Austin & Sons Ltd 


Steel Stockholders 


~ wuLcaN 


we 
coumeiia 850 >) 
Thornhill lron & Steel Works, Dewsbury,Yorkshire. Tel: Dewsbury 1750 (7 lines) Grams: Austins, Dewsbury, Telex No. 55-129 
LONDON OFFICE: Kirkman House, 54A Tottenham Court Road, London, W.I. + Telephone: Museum 1064 
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DUCTILE BRIGHT DRAWN LTD 


REX ARNOLD &Cco LTD 
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... we'll play it! 
— Our group of companies 
. 
isn’t what you might Ai 
hee call “A one man band” pl 
but we do have the same 
—_ co-ordination of movement, 
—=— that complete control 
Plain, Plastic Covered 
wepeneni d for such a or Electric Galvanised 
performance, thus enabling STRIP, 
us to give specialised attention SHEETS, TUBES, 
BARS, 
U oo Gvery request. COLD FORMED SECTIONS, 
POWER PRESSES. 
TUBULAR & GENERAL 
abel FABRICATIONS 
STEELS LIMITED FOR 
) ANYTHING 
IN 


WILLENHALL, STAFFS. TEL 60! (P.B.X.) LIGHT STEEL 


FOR THE FINEST MATERIALS AND A SPEEDY SERVICE CONSULT DUCTILE 
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of 
SHEFFIELD 
Auxiliary Equipment for 
Strip Mills, Box and 
Tube Works 


Full range of Slitting Machines 
for .005" up to 4” thick Coils: 
6’- 48" wide and 1 cwt. to 10 tons = 


4 


FRED CAM (ENGINEERS) LTD., s sonw sr., suerrie.o 2 


Telegrams: “‘ Camshef, Sheffield 2”’ Telephone Nos, 51824 and 52339. 
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VENTILATING ; 
The new AIRSCREW MINOR FAN is ° 
a G be i & VA ra Cc E? the quick solution for most ventilating ‘ 
problems. Moving more than 450 
cubic feet of air a minute, it is eminently ‘ 
suitable for many ventilation purposes in 
industry, offices, public buildings ° 
and the home. 
An AIRSCREW MINOR is economical, ° 


quickly fitted, reliable over long periods 2 


with very little maintenance: 





o 
and low in price. ‘ 
. 
- 
. 
. 
2 
AXIAL FLOW FAN . 
. 
. 
Diameter 10%”. Depth 47”. e 
Shaded pole motor; ° 
1300 r.p.m. consumption 40OW. 
. 
No electrical interference. = ‘ 
Dynamically balanced rotor runs ° 
in oversize bronze bearings. . 
Steel frame and case fully rustproofed. A ; 
* 
. 
Please write for details to ° 
. 
THE AIRSCREW CO. & JICWOOD LTD DEPT. S81. 2 


WEYBRIDGE + SURREY + TELEPHONE: WEYBRIDGE 2242/7 








FRIED. KRUPP 


Press manufacturing programme: 


Single Action Double Sided Presses 
from 160 tons upwards. 

Double and Triple Action Presses 
from 250 tons upwards. 

Press Brakes from 200 tons upwards. 

Gap Frame Presses from 160 tons 
upwards. 

Transfer Presses from 16 tons up- 
wards. 

Oil Hydraulic Presses from 300 tons 
upwards. 

Sliding Table Presses. 

Special Design Presses. 

Automated Transfer Lines. 














250 ton 14” stroke Single Action Press 
with cushion and hydraulic overload 


safety device in ram. 


Automated Press Transfer Line. 


Jj. PISTOL LTD., 248 WATFORD WAY, LONDON, 


Telephone: Sunnyhill 2829 


N.W.4 
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WHATEVER 
x YOU 


Metal Spinnings, Tube Manipulation, Coil Productio: 
Coppersmithing, these are the industrial fields in which 
we have worked since 1780. Our traditional skills are 
supported by modern plans and the latest techniques 


Spinnings can be produced in any metal or alloy from 
blanks up to 7 ft. in diameter and tolerances of 005 
inch. Quantity is no problem and tool facilities are available 


set in touch with 


LEE & WILKES LTD 


Smiths in any metal 


PRIORY COPPER WORKS 
BREWERY STREET, BIRMINGHAM 6 
Telephone; ASTon Cross 2005-6-7 P.B.X 
A.1.D. and A.R.B. approved 
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-HOMMEL’Ss | 


TIPE WITe 


~»«A COMPLETELY MODERN 
PORCELAIN ENAMEL FRIT 





























Universal acceptance of this vastly 
improved water-quenched granu- 
lar frit has readily established a 
name for TITE-WITE throughout the 


industry. 


Rigid QUALITY CONTROL exer- 
cised in the processing of this white 
frit guarantees uniformity. Engi- 
neers endorse the technical excel- 
lence, workability, and beauty of 
Tite-Wite finishes for all purposes. 


Let us show you how Tite-Wite can 
answer your problems. Contact us 
today. 


“The World's Most Complete Ceramic Supplier” 


. se > 
. ~~ 
eee Sa ~ = 


eC o. HOMM 


PITTSBURGH 30, PA., U.S.A. 


WEST COAST: 4747 E. 49th St Los Angeles, Colrt 











$5, 
0 





- . “stig oe || ca ee A DS e sca ‘wo Hs 5) on ae ies eR AS ne S . 


Wier, - 


COLD ROLLED STEEL STRIP 


for all purposes up to 21 wide 


IN ALL THICKNESSES 
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production 
problem ? 


automation 


x. can be 
imps ony the answer 











EU UE 





lead Special purpose machines designed 


and built to increase your productive 


+ 
in capacity and/or reduce labour costs. 
automation 
° Specialists in press shop 
eSign iitomation 






J. SIMPSON & SON (ENGINEERS) LTD. 
MORETON WORKS, 

ROUND GREEN, 

LUTON, 

BEDS. 
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Now metal can have a beautiful skin 


With the development of vinyl plastic bonded to steel or aluminium, a completely 


new approach to metal finishing is now available. These new materials, Plasteel and 
Plasminium, can be formed or deep drawn as easily as the basic metal, to give a 
finished article straight from the tools. The plastic coating is obtainable in a basic range of 
attractive colours and designs but can also be supplied in effects such as tartan, 
imitation pigskin, leather and wood grains and many others. Supplied in coils from 4" to 18° 


wide with metal thickness from 30 s.w.g. to 18 s.w.g. Write for samples and full details. 





Eee al WILLMOTT TAYLOR LIMITED 


Wharfdale Road, Birmingham, 11 


PLASMINIUM | Tel: Acocks Green 1186-7 


London Agent: SAMUEL MERCER & CO 


P L A S T E E L Eidon Street, E.C.2. Tel: Bishopsgate 5651 
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FLUID DRIVE 
PRESS BRAKES | 


(PATENTED) 
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SHEET 


METAL 





INDUSTRIES 


KESTNER THE CHEMICAL ENGINEERS WITH THE SPECIALIST 


EXPERIENCE IN THE DESIGN, 


COMPLETE PICKLING AND 
ALLIED ACID TREATMENT 
PLANT: Continuous strip, plate, sheet, 
wire, forgings, castings, bar, rods, etc., 
ferrous and non-ferrous. 





EFFLUENT TREATMENT: Fume 
extraction systems, extraction fans and 
chimneys, ducting, fume scrubbing, 
mist elimination, gas washing for all 
acidic vapours and gases. Continuous 
and Batch Neutralising plants for 
spent pickle and acidic wash water 
wastes. 





MANUFACTURE AND SUPPLY OF 


ACID RECOVERY PLANT: Con- 
tinuous processes for Acid Recovery, from 
High Speed Steel Strip Lines using Sul- 
phuric and Hydrochloric Acids. Batch 
processes for steel pickling plant using 
Sulphuric and Hydrochloric Acids. 
Continuous processes for Copper 
Acid recovery from Copper and brass 


pickling installations using Sulphuric 
Acid 





ACID HANDLING: Bulk storage 
and handling plant for concentrated 
Hydrochloric, Nitric, Hydrofluoric, 
Phosphoric and Sulphuric Acids 





All plants are designed and engineered in a wide range of acid resisting 


materials to suit corrosive liquor conditions. For further details please write. 


ENGINEERING CO. 
5 GROSVENOR GARDENS, LONDON, SW1 


KESTNER EVAPORATOR & 


h TALL i 


LIMITED 
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Press users regularly specify Udal equipment 
for presses of the following make on show 
at the MACHINE TOOL EXHIBITION. 


Bentley Hi-Ton 
Besco H.M. & E. 
Bliss Humphris 
British Clearing Mills 
Graig & Donald Raskin 
C.V.A. Schuler 
Danly Wilkins & Mitchell 


you can depend on 


UDAL 


INTERLOCK WORKS, BIRMINGHAM, 12 
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Fercuer MILLER 
drawing lubricants 


FLETCHER MILLER LTD., ALMA MILLS, HYDE, CHESHIRE. 
Telephone: HYDE 3471 (5 LINES) Telegrams: EMULSION, HYDE 












Also at LONDON, WEST BROMWICH, NEWCASTLE-ON-TYNE, CARDIFF, GLASGOW AND BELFAST 
DL5 








COLD FORMED 
AYRSHIRE |METAL SECTIONS 


Almost any profile up to 7} in. deep 
and 24 in. developed width, in mild 
steel, aluminium, brass and copper 
from } in. down to 26 gauge. 







YY if, AYRSHIRE 
hf DOCKYARD CO. LTD. 
fi’ IRVINE, AYRSHIRE Irvine 2271-3 
Wy LONDON: Grand Buildings, Trafalgar 
U7 F od Square, W.C.2. Trafalgar 6651. 
A WA Parkhouse St., St. Helens, Lancs. 
oe ae St. Helens 2639 
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HIGH QUALITY - HIGH EFFICIENCY - FOR ALL PURPOSES 


— 
: - 


Specifically designed to reduce operator 
fatigue to the absolute minimum, S.R.W. 
Resistance Welders give a proportionately 
higher productivity rate with consequent 
reductions in overheads and operating costs. 
They are of extremely robust construction, 
can be depended upon for complete relia- 
bility and all machines are guaranteed for 
12 months against defective workmanship 
and design. 

Good delivery and the services of our quali- 
fied technical staff are available to advise 
on your welding problem. 


On right: 150 K.V.A. Vertical Sliding Head, Air 
Operated Electric Hot Closing Machine. Full 
Electronic Control with Phase Shift Current 
Regulation and Timed Double Pressure. 





/\\ WELDERS 


Manufacturers of all types of Welding 
Machines including foot and air operated 
pivot type Spot Welders. Vertical Sliding 
Head Spot and Projection Welders with full 
electronic control. Seam Welders. Flash 
Butt Welders. Rivet Heaters. Auto Wire 
Butt Welders. Vertical Sliding Head 
electric resistance Hot Closing Machines 
with full electronic control of pressure and 
current. 


On left: 80 K.V.A. Air Operated Electric 
Circumferential Seam Welder with Phase 
Shift Current Regulation and Electronic Control. 








STANDARD RESISTANCE WELDERS LIMITED 


MAYPOLE FIELDS - CRADLEY - STAFFORDSHIRE 








‘Phone : CRAdley Heath 69421. "Grams: Endurance, Cradley Heath. 





54 





SHEET METAI INDUSTRIES JUNE 






ANEW BLIND RIVET 


», WHICH IS WATERTIGHT 








negpenng all the - advantages of the 

well-known “ x. gio. Rivet, the “ a * Rivet 

offers tr 

where a gas- or meter ws joint is eqnontiel, ; HESS 

The “‘ Imex "’ Rivet is now available in a limited range : PEIIGHISE ; 

of sizes, including ¢ in., f, and 4, in, dia. it can be 7 
2 


Write us now for more detailed 
information. 














supplied on two alternative mandrels which only 
break after the rivet is fully set. The short break 
mandrel fractures immediately under the head, which 
is thus retained within the set rivet. The long break 
mandrel fractures outside the rivet and its protruding 
part can be subsequently trimmed to give an entirely 
flush finish and a solid steel core to the rivet. 


4% * 


The trade mark “ IMEX" is registered in respect of rivets in 
the United Kingdom and many ether countries in the name of 
the Geo. Tucker Eyelet Co. Ltd. 





99 


TUCKER EYELET Co. Ltd 


BIRMINGHAM 22 
ds 4811 Telegrams: EYELETS B'HAM 
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HAND & POWER PRESSES 


OF ALL TYPES & SIZES UP TO 
400 TONS PRESSURE 





Motorised. 


La 
A L Geared or Ungeared. ¢ pron 
M U E | Adjustable Stroke. ' 


Self-Oiling Flywheel 





Pressings in all metals, also in paper, P.V.C., 


etc., for all trades. Accuracy, precision and or Sight Feed 
high quality are assured by an engineering Lubrication. 
skill based on long experience. For reliability 

and good service, it will pay you to send us Safety Catch. 


your enquiries. 


ICHOLLS |esmsi= 


10 COMMERCIAL STREET, BIRMINGHAM |! SWEENEY & BLOGKSIDGE (P,P.) LTD. 





Telephone: MIDiand 0632 SONIA WORKS, SALTLEY, BIRMINGHAM 8 
Telegrams : Telephone: 
Sonia, Birmingham EAS. 3231/2 
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SHIMWELL * LONDON ’ KNYGHTS . ‘ 
Someone’ armourer isrit using London Brand! 


There wente a brite knyght offe to joust 
(Hys ‘London’ cote ashine!) 

Who wen unhorsed by his dull foe 

Was yet strong-armored ‘gaynst the bloe 
Tryumphante cried, **You too shude goe 


For ‘London’ Brand, lyke mine”! 


¥¢ a four-and-twenty page brochure 
giving full details of the excellent 
properties and some of the endless 
applications of ‘London’ Brand 


sheets, will be sent gratis on request. 


SHIMWELL & C° LTP..ONPO,, 


WELLINGTON ROAD, LEYTON, LONDON. AN. LEYtonstone 2281 2 





eee@eee ee eoeeaeeeeeeeeeeseoedee © 
DOUBLE PORTABLE NIBBLING HYESPEED 


ENDED ‘BENCH’ |ELECTRIC DRILLS}; MACHINES | PORTABLE 
and ate and }” capacity GRINDERS 


PEDESTAL * 
GRINDERS Ww 


44”, 6”, 7”, 8”, 10” and 
12” dia. Wheels. 


2” capacity, employing 
hardened nickel-chrome 
giass-shafts hardened and 
ground—all spindles run- 


ning in ball bearings 14 s.w.g. (as illustrated) 


and 10 s.w.g. 
Al arry 2 Year War- Very rapid adjustment 
a pied Mn Burn-out. ELECTRIC for blade setting. Gears 
SUDS PUMP of high censile steel | Acruly robust grinder with 
Base swivels through 360° alloy. Continuously | resin bonded wheels. Runs 
Simple and immediate adjust- rated motor. at 8,000 r.p.m. Cuts steel, 
ment for rise and fall flange The anvil is machined | cast iron, sheet asbestos, -s 
to coolant level and heat treated. brick, etc. 


The SELECTA Suds Pump is 


Ind Tee) suitable, for mounting on all | POST COUPON FOR DETALS | 


medium Machine 


s 

















I 
Tools requiring 2 J Please send me your Brochure on INDUSTRIAL TOOLS: 


copious flow of 
“suds "’. High duty 

6) light alloy corrosion- ! reme 
resisting castings are 


r . 
used for light i ne 
weight. 1 - 

Totally enclosed 

motor continu- | SELECTA POWER TOOLS LIMITED, 
ously rated to | Hampton Rd. West, Hanworth, Feltham, Middx. 
B.S.S. 170 A member of the B. Elliotr Group of Companies. 


eeeeeve000eee0e0 0... 
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BIRMINGHAM Tel: BROcdwe 


WKEetal Sectioms I.tda 
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OLDBURY 
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ACETYLENE or 
PROPANE? 





For the right answer, for the right gas, 
and for the best service—ask British Oxygen Gases 


Does your type of production call for Propane? Only British Oxygen Gases has this breadth of 
Acetylene? or both? British Oxygen Gases will give experience and only British Oxygen Gases can offer 
you an unbiased answer. Because British Oxygen you such a complete delivery service of industrial 
supply gases for all purposes, they can help you gases—in cylinders, or in bulk from its nation-wide 
from experience to choose the most efficient, most tanker fleet—and lend you storage tanks as well if 
economical gas for your particular production needs. you need them 


BRITISH OXYGEN GASES LIMITED a BO company 


27 St. James's Piace, London S.W.1 
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AT THE 


M.T.T.A. EXHIBITION 


STAND 117 





power presses 


This 250 ton two-point press is typical of our modern design 





using an all-welded steel frame. It has a solid-eccentric shaft drive 


h 2aVY dut } which offers many advantages over the more conventional crank- 
eavy ’ : 
+ 


A shaft, while the air friction clutch is controlled by pushbuttons 
planing machin es The slide is pneumatically counter balanced and has motorised 
adjustment with means for setting its position to within 0.001 in 

Recent developments in these 
modern planing machines include a new 
closed loop electrical drive giving more 
power over a much wider speed range, 
quicker acceleration up to the selected 
cutting speed, and closer speed control 

irrespective of tool load. Hence cycle - 















times are shorter; and a special high- 
speed milling head can be used for very 
rapid metal removal on appropriate 
workpieces. 





Other changes are improved controls, OLYMPIA 
designed to give quicker setting times, JUNE 25th 
revised pushbutton layout on pendant, JULY 8th 


plastic-lined table ways, and modified i 
lubrication system 





SCOTTISA Machine Tool Corporation Ltd. 


17, Lynedoch Crescent, Glasgow, C.3 DOUGLAS 6586/9 
58, Victoria Street, London, S.W.1 VICTORIA 2106 

256, Moseley Road, Birmingham, 12 CALTHORPE 2541 

The Building Centre, Brunswick Terrace, Leeds, | LEEDS 25250 














ARTHUR LEE & SONS LIMITED 
Trubrite Steel Works -Meadow Hall - Sheffield 
Telephone: Sheffield 387272 


London Office 
Stafford House, 40/43 Norfolk St., Strand, W.C.2 
Tel: Ternpie Bar 7187/8 


Birmingham Office 
191 Corporation St., Birmingham 4. Tel: Central 6801/2 
STOCKHOLDERS 
J. A. HEMMING LTD., 4 Park Rd., Moseley, Birmingham 13 
Tel: South 4511 (5 lines) 
L. A. HUTTON & CO. LTD. Pound Rd., Chertsey, Surrey. 
Tel: Chertsey 3451/2/3 
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Don’t ““SCRABBLE”’ around for your steel stocks—go in for 
CASHMORISATION and make sure that you are getting the 
best available STEEL from STOCK SERVICE 


@ comprehensive stocks 

@ quick deliveries 

@ rapid contact through TELEX 
CASHMORISATION is AUTOMATION in STEEL from STOCK 


Accredited Steel 
Sheet Company 
Stockholders of Wales 
of the Limited 


JOHN CASHMORE LIMITED 


NEWPORT 
MON. 


GREAT BRIDGE 
TIPTON + STAFFS. 


Telephone: TIPton 2181/7 Telex: 33169 
~ 


Telephone: 66941 /6 Telex: 49248 


**SCRABBLE "* 
and appears by permission of 
1. W. Spear & Sons Ltd,, Enfield, Middlesex. 


JUNE 1960 


is a Registered Trade Mark, 


SHEETS 
ANGLES 
BARS 
PLATES 
JOISTS 
STRIP 


BRIGHT 
DRAWN 
BARS 


STAINLESS 
BARS 
AND SHEETS 


3M /}C5047 
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ROBERTSOM 
SENDZIMIR Cold Strip Mills 


For rolling all types of steel and non-ferrous metals up to 120 inches wide. 


Iilustrated is a Sendzimir Cold Strip Mill for rolling stainless steel. 


w. H. A. ROBERTSON & CO. LTD BEDFORD ENGLAND 
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Increases 
Press Brake 
Production 
by up toGO% 





Automatic Cycling advantages 
add up to faster output with 
reduced operator fatigue and 
far fewer rejects. 


This is ANOTHER 
good reason for 
buying Cincinnati. 
There are many. 
Write for our Press 
Brake Catalogue, 
or ask for a call 
from our technical 
representative 

in your area. 











The CINCINNATI SHAPER Co. Ltd. vecipark Piace, 


East Kilbride, Glasgow. 
The Cincinnati Shaper Co. Ltd. is a wholly-owned subsidiary of Telephone: 
The Cincinnati Shaper Co., Cincinnati, Ohio, U.S.A. East Kilbride 20641 


DISTRIBUTORS IN ENGLAND & WALES: E. H. JONES (MACHINE TOOLS) LTD. Hove, London, Birmingham & Manchester 


CINGINNATI 
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Cold Rolled 
Steel Strip 
for prompt 
delivery 


SIZES: 

All widths 

4” to under 4” = 0.008" to 0.064” 

4” to 15” incl. x 0.008" to 0.128" 
over 15° to 20” incl. « 0.008" to 0.080’ 
in coils and straight lengths. 


TEMPERS AND FINISHES: 
Unannealed — Fully hard, } Hard and 
Medium Hard. Bright only. 


Bright or Blue Annealed — Ordinary 
Soft, Dead Soft and Deep 
Drawing Qualities. 


Annealed and Re-Rolled 


to intermediate tempers as specified 


Electro Galvanized Strip 
6” to 18" x 0.008" to 0.036". 
Widths narrower than6’ can 
only be undertaken with 
edges sheared after galvanizing. 
High Tensile Strapping and 
Packing Case Hoops. 

Tube Strip and Cable Tape. 


GIKGN 


(SOUTH WALES) LTD. 

GUEST KEEN & NETTLEFOLDS 
(SOUTH WALES) LTD., 

Castle Works, Cardiff. 


Tel: Cardiff 33033. (% 
( 
Telex: 49-316. @xa) 
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F. RATCLIFF (METALS) LTD - NEW SUMMER STREET - BIRMINGHAM 





Seam Welders simian 


PRESS GUARD 





Easy feeding through ex- 
ceptionally lar; aperture 
with perfect safety for the 
operator who can close the 
“Camiock” guard either 
ily or ically 
with the Newmatic 
Sequential Air Operation 
Unit. The Guard design 
j avoids taking up tool space 
’ | and large area top tools 
60 kVA 39° arm seam welder ip. Gamnamimial’ Skim 
locks are provided with the 
clutch and crank shaft. 





Send for details today given 
in Leaflet No. 41. 


Welds 16 gauge M.S. Sheets at 4} ft. per min. 
@ Self-contained motor drive. 
@ Variable mechanical pressure. 


® Primary tappings on transformer for wide 
range of secondary voltage. 


r Straight and circular seam welders available, 
giving air-tight joints to stand high pressure. Photograph by permission of 
ALSO PATENT SCALING MACHINES AND SPOT WELDERS Cegpre. Taper S Coeten tae. 


Write to-day for full particulars PRICE MACHINE GUARDS LTD. 
The WESTMINSTER ENGINEERING Co. Ltd Rowks Lane, God Sym, Seem. 
( t. R.W.5.) 


Tel.: Cradley Heath 66423 


Victoria Road, Willesden Junction, London NW 410 "Grams: “‘Prigard’’ Cradley Heath 
Tel: ELGar 7372 (2 lines) 
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PICKLES 


AND OILING 
SPECIALISTS 


HOT AND COLD ROLLED 
mh em " nt es Se 


ALL SIZES ALL GAUGES 





Metal Components and alltypes of Steel 
Work accepted for Pickling and Oiling 
QUICK DELIVERY LARGE STORAGE CAPACITY 


AVAILABLE 
PLEASE CONTACT 


BENGEWORTH STEELS LTD. 


7A CAMBERWELL GREEN, LONDON, S.E.5 Telephone 


RODney 7571 (2 lines) 














yi the New Speetol *::: 
UNIVERSAL STRAP CLAMP 


_ WIDE RANGE-EASY SETTING 


Due to Centre Trunnion Design 





This clamp gives firm, rigid clamping 
over a wide range of work thicknesses 
and at the same time it is extremely 
simple to operate. Centre Trunnion 
Design allows instantaneous rotation of 
the forged strap to give any work height 
up to 22” with the standard bolt and CLAMPS 
represents a big advance in clamping 
methods of this type. 


Speed Tools Le 


ER HOUSE. GRESSE ST. LONDON W1. M 





NRP 9075 
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— EX STOCK — 











COILS or LENGTHS. 

COMPREHENSIVE 

Waa Sti RANGE of WIDTHS 
\ and GAUGES 


POUND ROAD, CHERTSEY, SURREY 
Telephone: CHERTSEY 3451/2/3 


SUMMERS “GALVATITE’ EX STOCK.TO YOUR WIDTH, IN COILS OR LENGTHS 

















Die Cushions — for 


BETTER PRESSINGS 


















The man who can afford 
to take the risk of injury 
to workmen and get away 
with it is indeed fortunate 
and foolish ! Lost time 
through accidents is 
costly and tiresome, so 
insist on Tedson 
gloves for your work- 
men. We make gloves 
—the best gloves—for 
every job in industry. 


mr 





—->uwmm<-Ze 


FOR DETAILS APPLY:— 


WORSON DIE CUSHIO 
Dept. M., RABONE LANE WORKS, poet for the man who considers his hands 


Tel: SMETHWICK 0939 | | TEDSON, THORNLEY & CO. LTD. (5.M.I.) ROCHDALE, LANCS. 


3 m™OA~-<mO0 OZ-S>7O 
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More than Skin 
-Deep 


Cruickshank-Pennsalt and Cruickshark-iridite 
processes give that added protection in depth to 
your products. 

The extensive range of these time proven pro- 
cesses gives you the process to suit your product— 
with economy and reliability of operation. 


Why not write asking for our representa- 
tive to call and discuss how Cruickshanks 


can help in your finishing line? 


CRUICKSHANK sal t 


processes for 
@ Phosphating 
@ Cleaning : Cee : 
@ De-rusting Specifications 
@ Aluminium pre-cleaning 








CAPACITY 6 TON 3 TON 2 TON 
Overall 

Dimensions: 35”°Hx15”Wx25" 28°Hx|2"Wx24" 22”Hx!0"Wx2l" 
Fixed stroke: 14”, \\" or \%* I” or 4%” %” or %* 
Ram adjustment iy? i* \" 
Open tool height: e 6” 4%" 
Chromatic conversion processes for | Throat 4%" 34" 2%" 
@ CopperandBrass @ Zinc Bed size 12°WxB 55" Wx6\4" T7Wx5 54" 
@ Aluminium $ Cadmium | Optional extras: Single stroking clutch mechanism. Floor stands 


= Crankshaft ext 
4 staguesiom gz Sitens extension for auto-feed drive. 
We will Paty obese you upon the 


Processes you can rely on, supported by suitability of Worcester Presses for 
qualified chemists and technical service OF F E R al gl gy —~— $i 
engineers. of the work to be dene. —— 


R. CRUICKSHANK, LTD. Send for free illustrated price lists 


eens) commensrcommer"* || JONES & ATTWOOD LTD. 


Grams: Cruickshank, Birmingham 
Dept. W.3 


“Pennsalt™ is a Trade Mark of the Pennsalt Chemicals Corporation, 

ey ay 7 U.S.A., licensed to R. Cruickshank, | STOURBRIDGE WORCESTERSHIRE 
Lid., for use in the U | 

“Iridite” is a Trade Mark of the Allied Research Corporation Inc. Telegrams: HEAT, Stourbridge Teleph « 
Baltimore 3. Maryland, U.S.A.. licensedto R. Cruickshank, Lid. ° a NAS 
for use in the U.K 
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Sele Manufacturers :— 


Phones: SHEFFIELD 20266, 20267 (P.B. Ex.). 


Slivers & Flash entirely eliminated 





Specially made for shearing thin sheets, such 
as Silicon Armature Sheets, Motor Car Body 
Sheets, etc. These Blades give the longest 
Life of any Blades in the world. 


WATSON, SAVILLE & CO.LTD., Bruce Steel Works, SHEFFIELD 3 


‘Grams : SAVICO, SHEFFIELD 3 











THE DUPLEX 
SELF FEEDING 
SHEAR 


NEW. 





For cutting 
straight line 
and curves in 
ms sheets 
up to 7 s.w.g. 





FOR DETAILS WRITE TO:— 


DUPLEX ELECTRIC TOOLS LTD. 
HIGH STREET, PURLEY, SURREY 
Phone: UPLANDS 3731 and 8621 























SIFBRONZE 
PROCESS 101 


“Ttt’s stronger than original cast iron!” 
says Will the Welder 


Process 101 is the new method of jointing cast iron by 
low-temperature bronze-welding—and it produces joints 
far and away superior to any other method. By 
means of the new Sifbronze 101 rod and the new Sif- 
bronze 101 Flux, the old sluggishness of flow across the 
joint face has been completely eliminated. Result is a 
far greater degree of “‘ penetration”’ of bronze into the 
parent metal and “ peeling” of joints is now a thing o 
the past. A Process 101 weld is definitely stronger than 
the original cast iron ! 

If you fill in the coupon below, we 
details and a free sample. 





will send you full 


Suffolk Iron Foundry (1920) Ltd., 
Stowmarket, Suffolk. 

Please send me Process 101 Leaflet and a free samp 

of 101 Rods. 


ADDRESS —_ 


| 
| | 
| 
| | 
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up to 150 tons—any metal 
Deep draw work 
a speciality 


Also milling, drilling, 
capstans and 
assemblies 


Corfield & Buckle Ltd 





Racing drivers 
dice with danger! a 
... but press operators = 
need = 
Udal 
guards 








YOU CAN DEPEND ON ‘ a PT) Fe 
UDAL J. P. UDAL LTD. INTERLOCK WORKS, COURT RD., BIRMINGHAM 12 Phone : CALthorpe 3114-6 
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PERMANENT 
FIXTURES 


The checking fixture illustrated is used by The de Havilland Aircraft Co. Ltd. 
for the wheel-well aperture of the Comet 4. It consists of glass cloth laminated tubes 
bonded with Araldite to provide a fixture of excellent dimensional stability, 
highly resistant to wear and unaffected by changes of temperature and humidity, or 
chemical action. Such tools are light in weight and easy to handle, cheap to 
make and simple to modify if required. Tools now being made in Araldite include 
checking fixtures, reference jigs, drill jigs, assembly fixtures, duplicate models, 
Keller patterns, die aids, master models, negative 

patterns and interchangeability jigs. 














- Araldite epoxy resins are used 
ta te e for casting high grade solid insulation 
e for impregnating, potting and sealing electrical 
Araldite is a registered trace name windings and components 
@ for producing glass fibre laminates 
@ for producing patterns, models, jigs and tools 
e as fillers for sheet metal work 
. 


as protective coatings for metals, wood and 
ceramic surfaces 


@ for bonding metals, ceramics etc. 


epoxy resins 





Our publication ‘Araldite Resins for Tooling’ Manual H.T. will be sent gladly on request. 


CIBA (A.R.L.) LTD. Duxford, Cambridge. Telephone: Sawston 2121 


AP 49 








THE 


BROMFORD 


IRON & STEEL CO. LTD. 


BROMFORD LANE, WEST BROMWICH, STAFFS 


Telephone 
WESt Bromwich 252! 
Telegrams 


mford * West Bromwict 














aie 
fukn 


C-frame power presses, dial feed 
presses, dieing presses (up to 500 
strokes per min.), double-sided power 
presses, friction screw presses, high 
speed presses (up to 200-tons capac- 
ity), horizontal extrusion presses, 
knuckle joint embossing presses, 
notching machines, perforating 
presses, toggle drawing presses, 
transfer presses (from 50 to 2250-tons 
capacity), wideframe power presses. 
Complete plant for semi- ard fully- 











5 





) Fie automatic can making—up to 500 cans 
‘ ‘ §—up 
i] per minute. 

+ all Collapsible tube machinery. 





5 

i 
} iil a 
ae Transfer press with 


automatic blank feed. 





St 





Horizontal extrusion press and 
multi-spindle thread rolling, 
trimming and beading machine. 





























UNGERER 


Roller levelling machines and 
complete shearing lines. 


ERICHSEN 


Sheet metal and lacquer and 
paint testing instruments. 


HAHN & KOLB 


Pressure die casting machines. 
BUSSMANN plastic pressure and 
injection moulding machines 
DUESSELDORF spark and arc 
erosion machines. 


MAILAENDER 


Sheet metal lacquering and 
single and multi-colour printing 
machines 


MALL 


Collapsible tube finishing mach- 
ines; lacquering, printing and 
decorating machines for round 
metal and plastic containers. 


Photo-electric guards and photo- 
electric control equipment. 


hydraulic drawing press with photo-electric guard 


PEARSON 


SCHULER 


Presses and Can Making 
Machinery. 


SCHULER-SMG 


Hydraulic drawing 
presses and other hy- 
draulic presses, C-frame 
and double sided, single, 
double and treble acting; 
trimming machines. 


Treble acting 








TWO PAGES YOU MUST NOT M/ISS/ 
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SLITTING HIGHLY-FINISHED 
STAINLESS STEEL 








Stainless steel strip is de-coiled from the drum on the right and passes 
through the slitter to one, two, three or four re-coiling drums 
Other drums handle the inter-leaving paper. 


The operations are controlled from the desk on the left 


(12) w.H. A. ROBERTSON & CO. LTD., Bedford, England 


LICENSEES FOR THE BUILDING OF SENDZIMIR COLD REDUCTION MILLS AND PLANETARY HOT MILLS, HALLDEN 
GUILLOTINE AND ROTARY FLYING SHEAR MACHINES, AND TORRINGTON METAL WORKING MACHINERY. WT. 322 
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f ‘ f Me co ~ 
< 
lf \ 
Once upon a time at Exhibitions, Buyers were 


instantly attracted to the Desoutter stand 
by the noise of the pneumatic screwdrivers. 


ras § 
[= ‘ DEF 
[Fiber P id eS 


LJ 


But who wants noisy screwdrivers? 





And so...spending a whole week's 
tea money on research our M.D. sweated 
and slaved, starved, went hungry, 
turned white before his time, and finally 
emerged triumphant, the inventor of the 
silent Desoutter screwdriver! 


( (72 
ia ‘ AN 8 


Wasn't it Shakespeare who said ‘Never make a 
silent screwdriver—no one will ever hear it’? 


You can see us (but not hear us) 
at Stand 502, Machine Tool Exhibition 


Desoutter Bros, Ltd., The Hyde, Hendon, London N.W.9. Telephone: Colindale 6346 
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Meeting your needs in STEEL SHEET - TINPLATE - BLACKPLATE 
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Large stocks of John Summers‘hot 


rolled and continuous mill cold reduced steel, 
in all qualities. FULL FINISH/E.D.D. and 
guaranteed vitreous enamelling grades. 


ON AIR MINISTRY LIST 
OF APPROVED SUPPLIERS AND 
AIR NAVIGATION REGULATIONS 





Stock material re-sheared to 8ft. long 
by }” thick, and thinner. 
Circles are supplied up to 40 in. dia. by 14G 
and thinner. Write for our useful 
brochure : ‘King’s Vade-Mecum’ 1959 
edition, a complete gauge table and 

i " synopsis of materials supplied. 

al Contact our Head Office at :— 

Decoil-slit and recoil line : light gauge end 

PARK STREET - BULL RING - BIRMINGHAM, 5. 


WILLIAM KING LTD ___ more miviane s04e tines 


or SANDWELL WORKS - WALSALL STREET - WEST BROMWICH 
(Formerly Edmund Boughton & Co ‘phone WEST BROMWICH 2401 (2 lines) 
5. C. Worley, Principal LONDON OFFICE : 39 Victoria Street, $.W.1. ‘phone ABBey 6873 














SS>GOLIATH”? Portable 


ELECTRIC HAND SHEAR 
Cuts up to 14g. M.S. also Hard Stainless Steel 


BRITISH 
MADE 


The “*Goliath’’ Portable Electric Hand 
Shear is indispensable wherever sheet 


mecal of any class requires cucting. It will | | | TINMENS, PLUMBERS AND OTHER QUALITIES 


cut steel, aluminium, brass, copper, zinc 


fibre, etc., etc., and without burr. It will WIRE or TAPE Solid or resin cored 
’ 


cut straights and curves with equal facility, 
large or small circles. Easy to operate, TO BRITISH STANDARD SPECIFICATIONS 
little or no pressure is required behind 

the machine, which finds its own cutting : 
speed (hard pressure does not increase 
cutting speed) 


ARTHUR DRYSDALE | oo 
AND CO., LTD. BATCHELOR, ROBINSON & CO. LTD. 
58 COMMERCE ROAD, WOOD GREEN, LONDON, N.22 19 BORDESLEY PARK ROAD - BIRMINGHAM 10 


Telephone: Bowes Park 7221 GRAMS: “STANNUM, BIRMINGHAM" PHONE: VICTORIA 2291-2 
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MY FURNACES MUST DO 
A VARIETY OF JOBS — 
ECONOMICALLY 


An efficient Furnace for 
hardening and annealing 
and general heat treatment, 
incorporating self-contained 
oil tank, with automatic 
cut-off valve which operates 
in case of air supply failing. 
Complete with motorized 
high pressure fan as 
illustrated. Can also be 
supplied gas-fired 

Hot Brass Stamping 
Furnaces a speciality 


... THATS 
WHY | 
SPECIFY 


bE y 
ALCOSA 
Sy 


FURNACE 


eer er eK eK eK eee 


| 
| 
! 
| 
| 
| 
| 
| 
| 
| 
L 


““ALCOSA” products include : - 


Positive Pressure Blowers 
Brazing Equipment, Industrial 
Gas Equipment (including 
Soldering Stoves, Gas and Oil 
Burners and other specialised 
equipment); Fans low 
medium and high pressure 
Furnaces—Gas or Oil fired 
Forges Hand and Electric 
Specialists in Hot Brass 
Stamping Furnaces. Gas or 
Oil fired 


WILLIAM ALLDAY AND COMPANY LIMITED 
Incorporating A. H. Wilkes & Company (Industrial Gas Equipment) 
Head Office: ALCOSA Works, STOURPORT-ON-SEVERN, Worcs 
Telephone: Stourport 2311-4 Telegrams: *Yadall’ Stourport 
London Area Office: 158 Birchanger Road,South Norwood S.E. 25 
Telephone : Addiscombe 1162 & 1295 


INTERNATIONAL 
MACHINE TOOL 
EXHIBITION 
OLYMPIA 


JUNE 25 - JULY 8 


STAND 604 


EMPIRE HALL, 2nd FLOOR 





WHAT 
THE 

EYE 
DOESN'T 
oe 


It is easy to see the vital cutting operation being 
performed and the cutting fluid doing its work 
. what you cannot see is the Vaughan ‘know- 
how’—the research that goes into the fluid during 
manufacture. 
This ‘know-how’ is the cumulative result of over 
sixty years’ experience in meeting the needs of the 
metal working industry, and is continually prov- 
ing its success in engineering plants of all sizes 
throughout the country. 
When you have a ticklish machining job, a com- 
plex grinding operation, a broaching or drawing 
problem, our Technical Representative will be 
pleased to assist you. 
Information is available also in a useful guide 
entitled ‘Metal Cutting Oils’—obtainable on 
request, on application on your business heading. 


METAL CUTTING OILS 
Vaughan 


LEGGE ST., BIRMINGHAM 4 


Works and depots at: Birmingham, Manchester, Liverpool, 
London (Southall), Bristol, Glasgow 


kes ea rch 


Set vice 








In association with the Houghton group of com- 
panies all over the world. 
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SWISS-BUILT RANGE OF 


+ 
el\/8 SHEARING AND NIBBLING 


MACHINES 





Six different models. 
Throat depths 8” to 60°. 


Circular cutting attachment 
mounted outside of throat thereby 
diameter of circle unlimited. 


*% Straight edge attachment 
horizontal and vertical adjustment. 


* Shearing capacities up to {”. 
*%& Nibbling capacities up to {”. 
*%& Forming capacities up to 4”. 


Tools available for peening, bevel 
edge nibbling, tube notching, bead- 
ing, flanging, louvring and folding. 


This machine and others can be seen and 
demonstrated in our London Showroom. 


Model N.A. 1000 


Exclusive Distributors in the United Kingdom 


&\) 
P*S)7, PRESS ¢ SHEAR 
( Machinery @E Ltd 
178 VICTORIA ROAD ACTON LONDON W3 


» PRESACT I 


Birmingham Showroom: 


1075 Kingsbury Road, Birmingham, 24 
Telephone: Castle Bromwich 3781 











STAINLESS STEEL 


for immediate delivery 


BARS TUBES 


SHEETS SECTIONS 


Reg. Design 890044 


Size: 23” x 1}” — sia ey 
| . a“o | } \" IN | ? S 
STURDY CONSTRUCTION | COD NERD IKES 
yet neat in design saree 


We supply an extensive range of 
Pp ; 
TOGGLE LTS | SCAPA HOUSE - PARK ROYAL ROAD 
LONDON N.W.10 


PARKER (TOGGLES) Lb. Tel: Elgar 581 Telex 25239 
39, Wilson Street, London, E.C.2 } 
Monarch 9275 
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Handel didn't need Bennett’s gloves— 


gn but handlers do! 


A wide range of quality Industrial 
Gloves, Mitts, Aprons and Clothing 
made from leather, rubber, asbestos, 
plastic and various fabric materials are 
made and stocked for all trades and 
processes. Technical Representatives 
are available for consultation in all 
parts of the British Isles at short notice. 





BENNETT’ S INDUSTRIAL SLO! Bg 


. BENNETT & CO. (Gloves) LTD. - Industrial Glove Specialists - LIVERPOOL 23 - Tel. GREat Crosby 3996/7 


cveri 





Precision -built 
CABINETS AND 
SHEET METAL WORK 


Our services are unusually complete— 
we are sheet metal workers, metal 
spinners and we have extensive Tool Room facilities for the production ,,,, Cornaterclz Grewp of 
of Press Tools, assembly jigs and fixtures etc., all within our own organi- Companies) 
sation. We supply high standard work to many of Britain’s leading and Ace Works, Coventry 
Telephone : Coventry 23391 

most exacting users—if this is the quality and service you need, why not aaubebens 

9 uu PT : 
contact us? Cornercroft (Plastics) Lcd. 


The Metal Spinning Co. Ltd. 
eS CORNERCROFT LTD 


James Beresford & Son Led. 
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you cut corts win GROSLAND 


BLANK AND PIERCE DIES 


* They're up to 88°, cheaper than orthodox tools ¥* They have super-hard steel cutting edges set in 
densified laminated material of high tension 

* They save up to 96%, bench time compared with strength 
hand methods for short to medium non-repetitive 
runs * They blank and pierce in one operation 
* They're suitable for steel, non-ferrous and non- * They give clean, even results 
metallic materials * They're cheap to maintain and modify 


These arefacts -Hovethem® yourFeft! 








Write for fully descriptive literature to:— 





BREDBURY -«- Nr. STOCKPORT ~- Telephone: WOODLEY 2621/2 








STE EGS PRESSING S 


DISC WHEELS - BRAKE DRUMS - RING GEAR BLANKS 


COOKLEY Wa KIDDERMINSTER 


Phone WOLVERLEY 266 Grams. STAMPINGS COOKLEY 
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demonstrated at your works.. 


PROMECAM 

VARIABLE STROKE HYDRAULIC 
BENDING AND FOLDING 
PRESSES 


Invite our mobile showroom and inspect 
these upstrokirng Hydraulic Press Brakes 
featuring 


QUICK TOOL CHANGEOVER WITHOUT NEED 
FOR RE-ALIGNMENT—RAPID AND ACCURATE 
SETTING—ADJUSTABLE STROKE AND PRESSURE 
FULL PROTECTION AGAINST INCORRECT USE— 
EASE AND SIMPLICITY OF OPERATING 





Broadway also specialises in machines for 


CUTTING, PRESSING AND TRIMMING 
OF SHEET METAL BENDING OF TUBES AND BARS 
NOTCHING AND CROPPING 
ASSEMBLING SMALL NUTS AND SCREWS 
SPIN RIVETING AND TAPPING — CAN MAKING i 











BROADWAY EQUIPMENT LIMITED, 
PARWAY HOUSE 194-196 FINCHLEY ROAD N.W.3 
Phone: Hampstead 7476 P.B.X Grams: Broadquipt, Haver, Londor Cables: Broadquipt, London 





PLATES-SECTIONS 
BRIDGE RAILS | 
/ [RON AND STEEL 
| MERCHANT BARS j 





/ HOOPS ano STRIP 
ETC. 


GREETS GREEW , “ 
WEST maar ae = i “—TIPTON 16l! 
Tihs (10 lines) 
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METAI 



































Hold-ups still happen in the roaring, 
industrial West—production hold-ups 
with cars, machines and furniture. Wise 
manufacturers protect their production 
schedules with the JGA, the fastest, most 
reliable gun that ever sprayed paint. 
Send for leafiet F F200n paint-finishing’s 
No. 1 trouble shooter. 


In association with LYSAGHT-DrVILBISS 
for Parts Washers; Pre-treatment; Conveyors 
Dip & Flow Coating; Roto-Wash Booths; Ovens 


AEROGRAPH 
DEVILBISS 


Finishes the Worlds Products 


THE AEROGRAPH-DerVILBISS COMPANY LTD 


Sales Division 
47 Holborn Viaduct, London EC: Tel: CITy 436: 
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( HOLDEN & HUNT > 
WELDERS 





Latest type Air Oper- 
ated Rocker Arm Spot 
Welder ranging from 5 
to 40 kVA in 5 models. 
The electrical and pneu- 
matic control gear are 
ideally situated to facili- 


tate 


maintenance and 


adjustments. 


| 
|H & H Productions 
j include Spot Wel- 
| ders, operated by 
| Foot, Motor or Air 
|} Auto Wire Butt 
Welders, Flash Butt 
Welders, Rivet 
| Heaters, Projection 
Welders and Chain 
| Making Plants. €Es- 
sentially modern 
| machines, designed 
for stability and 
simplicity in use 
| avoiding unnecessary 
complications 


A 50 kVA Air Oper 

j} ated Spot Welding 
Machine with single 
spot and stitch weld- 
ing Operations. Four 
models are available 
from 25 to 100 kVA 
with choice of arm 
reach, time control 
and cylinder size 


OLD HILL, STAFFS. 
Telephone : Birmingham BLA 1196-7 





HOLDEN & HUNT LIMITED 
P.O. BOX No. 17, COX'S LANE WORKS, 


Cradley Heath 66871 /2 
Grams: “ Universal,’ Cradley Heath 


EXHIBITION 1960, 


June 25 July & 
Olympia London 


STAND No 4 
GROUND FLOOR 
GRAND HALL 











_“ Mechanical & Hydraulic 
Guillotine Shears 


Circle Curcting 
Machines 


tT tele) ¢ta0e)ms) 15) BAIGl lng sen 
OLDBURY - BIRMINGHAM. 


Telephone: Broadwell 1294 


Telegrams: Brux, Oldbury 


Rotary Gang Slitting 
Machines 











SENNA eS veET 
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HEETS 


“STEEL SHEETS?... 





Koberts, Sparrow, of course 


Accredited Sheet Stockhoi/der of 


The Stee! Company of Wales Ltd.” 







Te eph n ° 
WOLVERHAMPTON ROBER | S, SI ARROW 


24646 


& CO. LTD. 


ST. MARKS STREET, WOLVERHAMPTON. Groms: Attention W'ton 


Seurn 4666 








BU 
Air 


pre 








C.M.B.G 
Universal Transfer 
Presses, straight 
line and round 
table. 


‘ 





When you are visiting the 
INTERNATIONAL MACHINE TOOL EXHIBITION 


GT. PORTLAND ST. 


—> 4,ii-jpgle), Mel 


ELS iP Ved ai), | ae pele] B—) 


TAKE THIS GREAT OPPORTUNITY See metal pressing plant by C.M.B.G. 

to see leading British and European sheet and BURGER. 

metal working plant and machine tools, 

demonstrated by makers’ technicians. Also metal cutting machines by MAX 
MUELLER, WANDERER, OTNIMA 

Pels ofter complete equipment for and HERMINGHAUSEN. 

deformation or cutting of metals, 

whatever the application, continuous A range of PELS machines will also be 

or batch production. on view 


BURGER . gS It’s easy to get there by Inner Circle or Metropolitan Line—only a minute 
Air-operated Presses ' nis from Great Portland Street Station. 


— variable impact, 
speed, stroke and 
pressure. 
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DRAW 


sheet metal working press 









The “SHAWDRAW”™ gives accuracy with economy by 
combining the best features of the steel die and rubber pad 
processes 

You SAVE-—In tooling. The female die being replaced by 
a pressurised rubber diaphragm with pre-set variable stroke 
cycle. In labour costs. In the number of operations 

You GAIN—Amazing accuracy. Springback is virtually 
eliminated and “Thinning” is negligible; an_ infinitely 
improved finish 


Write for full details of this important press today 





The operating sequence of the “SHAWDRAW ™ is as follows 


1. Blank is placed on tool nest above forming tool 4. Punch is moved upwards into flexible diaphragm 


2. Flexible die member or diaphragm (which is intensifying oil and thus forming shape over die. 


situated in press head) is lowered and locked in 7" . 
5. Pressure is released from flexible diaphragm and 


position. 
head is raised 


3. Pressure oil is pumped into flexible diaphragm to 
a predetermined setting. 6. Punch is stripped from finished part. 
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Nickel 


EFCO-Udylite Bright Nickel and Chromium 
ensures a finish that is durable and 
reflects the high quality of coat hooks, 
hinges and window furniture made by Thos. 


Crompton and Sons Ltd. 


and Ch 


An Efco-Udylite automatic plating 
machine is used for the high output 


of these fine products. 


Plating at 


Thomas Crompton & Sons L*# 

















& 


Efeo Udylite EXTENDED JUNIOR AUTOMATIC PLATING MACHINES 


ELECTRO-CHEMICAL ENGINEERING CO. LTD. 


SHEERWATER, WOKING, SURREY. Telephone WOKING 5222-7 
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| ENGINEERS & 
PR 


Speciality — Press Tools for the Tin Box and 
Sheet Metal Trades 





Multipolar 


aA ae tt-MAGNETIC 
LIFTING BEAMS 
1; to 6 Tons §.W.L. 


For the safe handling, without sag, 
of magnetically permeable loads 
use u BERL Electro-Magnetic 
Lifting Beam 


| H. & G. HOPTON (Est. 1870) Toma British Electrical 
7 r R aaa 2 . ° 
219-221 BLACKSTOCK ROAD, LONDON, N.S. Cec mere Repairs Limited 


Empire House, Charlotte St. Manchester | 
Telephone: Canonbury 9444/5 


DIE FORGINGS 
POWER PRESS REPAIRS | 


Send for List of Second-hand Presses and 
Machinery 


WORKS AT 
BATH BIRMINGHAM ARDIFF 





Se is 7 ‘ ‘ am BERS 


So 


HOREX comainep P ERP ORATED ME 


SHEARS and 
WIRE 
CUTTERS 

























Cuts sheet metal up to 4", Wire, Nails, Plastic, etc. 
Toggle action combined with curved cutting edges 
ensures uniform cutting over the whole length of 
the cut, without falling off of power towards the tips | 
of the blades. Blades are cranked, allowing a 
continuous operation, and a powerful built-in spring 
rapidly opens the cutter after cutting. Safety locking 
catch is fitted. Jaws made of high alloy steel, 
hardened and chromium plated, also all working 
parts. Pressed steel handles enamelled. Precision 
design and guaranteed. Overall length: 7} in. 
Weight: approx. 10 oz. 








PRICE: 28/6 (Post and Packing 1/6) or C.O.D. 1/4 exera 


ERIC H. BERNFELD LTD. | 


Sd80duNd TIY YOU st 


282 Kingsland Road * London « E.8 
Phone: CLissold 4837 








HAYLE, CORNWALL Tel. Hayle 3213 
2 





g 
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VEEDER-ROOT When you need 
COUNTING SPEED 





INSTANTANEOUS 
RE-SETTING BY 
PUSH-BUTTON 
OR SOLENOID 

















Send for technical information Specify VEEDER-ROOT Quick Reset, High 
yak Speed Magnetic Counters 
2 , The 1585 (Manual Reset) and the 1557 (Electrical 
( eset) are designed for accurate, dependable, remote 

VEEDER-ROOT LTD R are design ra ate, dependable, remote 

3 indication of machine operation, or for counting 
Division P » arucles at high speed. Speed 1s 3,000 counts per 
King Henry’s Drive New Addington Surrey Ne ne minute, manual or electrical reset, 6 figures. Made 
Telephone Lodge Hill 3344-6 for panel mounting 














CRIFFIN -: Skt BRAND 
of ( ‘ v j ? ”) 


SOR 




















BLACK STEEL SHEETS 
‘ ‘Tt MEDIUM and HEAVY MILD STEEL PLATES, 

“ y y BARS and SECTIONS 

GALVANIZED STEEL SHEETS, Corrugated 


\ "YT . 
p \ and Flat 
: yi ve WR GENERAL HOT-DIP GALVANIZERS 


METAL SPRAYERS 
Ny, Ww SHEET METAL WORK, Light and Heavy 
* BLACK 


WE SPECIALISE IN ROLLING WIDE STEEL 
SHEETS AND IN HOT-DIP GALVANIZING 


yw. G VAI \ LY AY; D EXTRA LARGE FABRICATIONS 


“intaiay smith and McLean Lid. | 


179 WEST GEORGE ST., GLASGOW, C.2 @ 
K: AND IL \/ Phone: CENtral 0442 Grams: CIVILITY Glasgow 


Works: Gartcosh Steel and iron Works, Gartcosh, nr. Glasgow. Milnwood Steel & 
Iron Works, Mossend, Bellshill. Clyde Galvanizing Works, Mavisbank, Glasgow. 
Kingston Galvanizing Works, Port Glasgow 
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CENTRELESS 
GRINDING 


DEEP DRAWN 
EE ea ce 
DRAWING 


You can count on 
GRIFFITHS, GILBART, LLOYD. & CO. LTD. 


EMPIRE WORKS, PARK ROAD, BIRMINGHAM 18 
Telephone : Northern 6221. 





The flexibility of a “BALLARD” is acknowledged! 
it is capable of handling articles of diverse weight, shape 
and size and with its wide range of stoving times and 
controlled temperature can satisfactorily deal with 
multifarious colours simultaneously. 


A “Ballard” installed at 

W. Redman & Company te a 
producing stove enam- « 
elied road signal lamps. 


pS 


BALLARD 


& CO 


LTD 


TIPTON, STAFFS 
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PRICE RIGHT—QUALITY RIGHT—DELIVERY RIGHT 
INCLINABLE 


PRESSES 


BY 


FOR MAXIMUM TOOL LIFE 
and 


MINIMUM MAINTENANCE 





Model | Capacity 


| 





i | Ungeared 
KEAAAIAI AAAS ASIP 14.IN_ ,, 


22.1B 
STAND 


21 i 


4.1IB ,, 
45.IB Geared 
Grand Hall 
Ground Floor 


75.1B Ungeared 

75.IBA Geared 
M.T.T.A. 
OLYMPIA 


100.IH 
eter ereroros . 





120.1H 
150.1H 








ws Re BD | FF OO PO OR OS 








Sole Agents for Great Britain and Northern Ireland 


SONS AND OMPANY LIMITED 


SUNBEAM ROAD - NORTH saan: LONDON - N.W.10 Telephone : Elgar 7222/7 
STANNINGLEY, Nr. LEEDS - Telephone: Pudsey 2241 





IIIA AAA AAA AAAA AAA IK IKK 
RAIA AAAAAAAAAAAAAAAA AIK 


Kingsbury (Nr. Tamworth). Manchester. Glasgow . Swansea . Newcastle-on-Tyne . Sheffield . Southampton . Belfast . Bath 
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* Down the hatch 
And time for a quick sigh of self-satisfaction 
ig iiiidi thd ts sas Sad Tach Uc Gelade ehenlng 
plant at the new SOMISA steelworks in Argentina. 
Delivered on time to a very tight schedule, this plant 
is destined to anneal 300,000 tons of steel a year. 
There's not much time to hang about though, 
- © for Incandescent is already hard at work on an order 
comprising all the annealing furnaces for the new 
Spencer works of Richard Thomas & Baldwins. . 


THE INCANDESCENT HEAT CO. LTD. SMETHWICK . ENGLAND 


JuNE 1960 








LEIFELD 


HEAVY DUTY 
HYDRAULIC 
SPINNING 
LATHES 


Model Pib 1200 on produc- 
tion of 6 ft. diameter dished 
ends in {" steel plate. 


FLOW FORMING 
LATHES 


For the production of hot plate 
hollow-ware, stainless steel 
buckets, bowls, milk churns, 
jet engine parts, rocket and 
missile components, impellers, 
exhaust ducts, etc. 


Model PJS 400 on production 
of concrete mixer drums. 


EMBASSY MACHINE & TOOL COQ. LTD. 


248 WATFORD WAY - LONDON, N.W.4 ° Phone: SUNNYHILL 2829 
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SHEET METAL MOTORIZED POWER GUILLOTINES 


WORKING 8 ft. x ain. 6ft. x ¥ in 
6 ft. x ¢ in. 4ft. x in. 
MACHINERY 2ft., 3ft., 4ft., Sft. x Jin. 
OF EVERY DESCRIPTION 
e 
WHEELING MACHINES 


POWER & TREADLE 
GUILLOTINES 
BENDING & FOLDING 
MACHINES, ETC. 
SPECIALIZED ROLLING 
MACHINES 


= 
Send your orders to the 


Pioneers with the Trade 
Wide Reputation. 


GEORGE 
KENDRICK trn., sraproro st., sirmincHaM, 5 8 ft. x in. 


Guillotines 
Telephone: Midland 1648 



































FULLER HORSEY 


SONS & CASSELL 
, LLOYDS AVENUE-LONDON -E.C.3. Phone ROYAL 486! 


Rathbone 


the smart, NEW, hard-wearing 
colourful, STEEL SHEETS 


pv.c. COATED 


These dispensers, made by Modern Metal Products Ltd., 


Stoke Newington, attract attention because of their combined 
attractiveness and practicability. Cold drink dispenser 


The ‘Artbrite’ sheets—available in a wide range of plain, 
textural and patterned finishes——have a hard-wearing P.V.C. 


surface on strong, galvanized steel sheet. 


Ask your supplier for equipment built from ‘Artbrite’ sheets. 


Enquiries should be addressed to Specialities Department 


Richard Thomas & Baldwins (Sales) 


s s 
Limited 
47 PARK STREET LONDON W.! MAYFAIR 8432 RTB 


Food heating equipment 
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BRIGHTSIDE 


ROLLCRAFT 





Hot Plate Mill Finishing Roll, 36 dia, x 108” on the barrel x 203” overall—weight 38,640 Ibs, each 


THE BRIGHTSIDE FOUNDRY & ENGINEERING CO. LTD. 


P.O. X 118 SHEFFIELD 1 
G.P.O. BO ia 





PN PPCM Srp rrrcrrt 
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Heavy Duty 
Conveyors... 


. installed at I.C.1., Metals Division, 
Birmingham, for handling coils of brass 
and copper to and from the mills 
supplied by Davy United Engineering 
Co. Ltd. But whatever the need— 
materials conveying . . . package convey- 
ing... process conveying . . . Mechanical 
Handling begins with Bagshawe 


Bagshawe 


and company limited 


| Branch Offices: 
DUNSTABLE WORKS London Tel: Ewell 2224 | Sheffield Tel: Sheffield 70854 


DUNSTABLE BEDFORDSHIRE Glasgow Tel: Langside 3977 Cheltenham Tel: Coombe HAl 329 
Manchester Tel: Sale 2147 Peterborough Tel: Peterborough 4324 
Tel: Dunstable 300-1-2 Grams: Bagshawe, Dunstable Birmingham Tel: Marston Green 2751 Wa 


clord Tel: Woetford 28458 
Harrogate Te/ : Ripley (Yorks) 431 








CODING 


**GODINS "’ Formed Sections 
are produced in 
STEEL - COATED STEEL - STAINLESS STEEL 
ALUMINIUM ALLOY - BRASS, etc. 


and further processed for various articles to your own 
specifications. 2 
Sections formed from strip up to 16” wide x 8 s.wale 
to 30 s.w.g. thick, either in straight lengths ¢ na 
fabricated to buyers’ requirements. ie 





TELEPHONE NEWE 


"THE ROLLERS OF STEEL SECTIONS LTO. NEWPORT.MON. 
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formulated resins 


S 
S 


Broad acceptance of the use of plastics resins for 
tooling has resulted from the introduction of epoxy 
resins. The best results can only be obtained by 


NN 
RQQHQOAHH 


SQ 
\N 


SQ 


careful formulation. 

C.V.A. JIGS, MOULDS & TOOLS LTD. 
are accredited formulators of EPIFORM resins 
appointed by Shell Chemical Co., Ltd. 


AX 


* 
MOH 
Wh 
OOH 


WY 
OY 


press fools 
EPIFORM resins are well suited to this tooling 


programme on account of 


WY 


checking fixtures high dimensional accuracy 


QQ 
\ 


high compressive strength 


gauges 
high impact strength 


ing service 
~ 


ti 
eneting Somptane good resistance to abrasion and corrosion 


foundry patterns absence of cold flow 


\ 


good adhesion to metal inserts and 
lifting bolts 


core boxes 


vacuum forming moulds 


Compared with metals, EPIFORM resin tools 
possess the advantages of 


reduced cost of manufacture 


drop hammer dies 


SS 


stretch dies 


rubber bed tools reduced time of manufacture 


reduced weight 


keller patterns 
ease of manufacture 


ey eee ease of modification and repair 


\ 
\ 


spinning chucks lower toolroom equipment investment 


Wo 


double-action draw dies 

CVA undertake the complete manufacture of plastics 
INTERNATIONAL tooling, the supply of formulated materials with a 

&> MACHINE TOOL full technical advice service om EPIFORM 
EXHIBITION 1960 Yyy methods and applications, 


ex 
a> 
Olympia London June 26 July & 
STAND WNo's. 22 & 21 
GRAND WALL 


YN 


N 


0 
bs 
2 
v 
L. 
oO. 
g 
g 
a 
E 
0 
0 
6 


Write for literature to:— 


(MACHINE TOOLS) LIMITED 


GARANTOOLS HOUSE - PORTLAND ROAD - HOVE SUSSEX 
leleprere MOVE 17762 Telegrams Garantoc. Portsiade 


LONDON - BIRMINGHAM GLASGOW « MANCHESTER - BRISTE= 
war ceee 
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G. A. HARVEY & CO. (LONDON) LTD., Woolwich Road, London, S.E.7. 


' DISHED 
and 
FLANGED 


ENDS 


Fabrication of pressure vessels may be 
greatly facilitated by drawing upon 
Harvey resources for the production of 
die-pressed Dished and Flanged Ends. 
Capacities range from 6 in. to 9 ft. 
diameter. Edges are prepared for 
welding or riveting if desired. 

STOCK SIZES: Ends pressed from 
Boiler Quality or Ship Quality Mild 
Steel up to } in. thickness, in most 
sizes up to 7 ft. diameter, are normally 
available from stock. 
SEMI-ELLIPSOIDAL HEADS can be 
produced on the Rotarpress ; diameters 
5 ft. to 15 ft.; thicknesses } in. to 4 ins. 


For details, please ask for List No. SM1049. 


‘Phone: GREenwich 3232 (22 lines) 
Cc 
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Immediately a sheet is 
fed into the machine, the 
Flexing Roll automati- 
cally moves from its idle 
position into its upper 
working position, causing 


the sheet to make two Available f 
quarter-turns and one re- ee wee 


verse half-turn before sheet widths up to 102” 
travelling into the backed-up levelling 
rolls, where it is repeatedly flexed and 


finally ejected as a flat sheet. This pro- MAE KE. si 
cess kneads the steel and imparts to it MAEM — 
: ci AMAA CHIME 


the desired amount of cold plasticity. 


Full details of this and other SerLtry 8 F VICKERS 


McKay machines from sole amet 








For further particulars write or telephone TODAY 


WELSH HARP, EDGWARE RD., LONDON, N.W.2. TEL: GLADSTONE 0033 


ALSO AT GIRMINGHAM—TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOCKPORT 5241 - GLASGOW-—TEL: MERRYLEE 2822 
MK2 
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| 





gives these reliability 


Quality Control at GKN means much more than inspection of the finished product: it means 
that minute examination at every stage of production ensures that each process Is faultlessly 
carried out. Quality Control begins with the raw material and ends only with the severest tests 
on the finished article. Since its adoption by GKN over 20 years ago, it has become the most 


important single contributory factor to the superb quality implied in the initials GKN. 


GUEST KEEN & NETTLEFOLDS (MIDLANDS) LTD., 


Screw Division, Box 24, Heath Street, Birmingham 18 - Telephone: Smethwick 1441 Telex 33-239 


Geist’ 
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INDUSTRIES 





to produce Suiwcaie Slampuigs 


saan FFITT TSS O 


automatically and cheaply! 


Most stampings, from simple brackets to intricate 
parts, which previously required operations on several 
presses, each with its own operator, can now be 
produced automatically with great accuracy, at 
high speed, on ONE British-Built U.S. Multi-Slide 
Machine. If you use a number of presses to produce 
stampings or if you use progression tools for parts 
made from coiled material up to 34” wide, here are 
reasons why we are almost certain to be able to send 
you a most interesting proposal. 

1. The extreme accuracy of the feed employed and the 
fact that bending tools can be adjusted independently 


ROCKWELL 


MACH NE TO LTD 


makes it much easier to obtain a high quality part. 
2. Sturdy construction of machine and its attach- 
ments as well as instantaneous braking through 
monitoring devices, increase tool life and reduce risk 
of tool breakages. 

3. Material is saved because no extra material width 
is usually required either for piloting or side-cropping. 
The developed blank is in continuous strip, not held 
in a material webbing which becomes scrap. Material 
savings up to 25 per cent. are possible. In some cases 
production can be doubled by making two com- 
ponents from one strip. 


For turther particulars write or telephone TODAY 


WELSH HARP, EDGWARE RD., LONDON, N.W.2. TEL: GLADSTONE 0033 


AT BIRMINGHAM —TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOCKPORT 5241 - 
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a INTERNATION, | SEE IT AT 
MACHINE Toor | OLYMPIA 


S53 pusimion 1980) STAND No. 25 
Otymoia-Londen June 28-448 | GRAND HALL 





THE LOCKFORMER 


makes five different 
standard iocks 








—— Sl 


oniaid 


A sccctimemens 











@ Edges joined by any of these locks 
are neat and strong without dis- 
tortion. 


@ Speeds of 20 ft. per minute, giving 
much faster rates of fabrication. 


@ Saves welding and often makes it 
possible to use a thinner gauge of 


sheet. 


@ Two sizes, with maximum capaci- 
ties of 16 and 20 gauge. 


IMustration on left shows some cf the forms which 
can be produced by special Lockformers and rolis. 


QLITRIR etiivccer wancnsrins 


TELEPHONE BLACKFRIARS 295°C TELEGRAMS UNRIVALLED MANCHESTER 
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NEWHALL 


Characteristics Oil hardening chromium tungsten type high grade 

alloy tool steel. Non-deforming; wide hardening 
range gives latitude in heat treatment—760°/790° C. light sections; 
790° /820° C. heavy sections. 


Applications NEWHALL is suitable for numerous applications 

in which good wear-resistance and reliability in 
hardening are desired; broaches, bushes, machine parts, lathe centres, 
chuck jaws, master form tools, plug gauges, thread gauges and precision 
tools generally; cloth cutting knives, cold taps, reamers, collets, dies, 
drawing punches, cutting hobs, paper and metal slitting cutters are 
examples 





Forms available Black Bar annealed for maximum machinability; 
as bright turned bar, or as precision ground 


flat stock. 


PITHO brand NEWHALL Flat Stock saves 
costly machining or grinding operations. Y ow select 
the correct size of flat stock, mark out and saw te 
the shape desired. Perfect surface; wide range of 
standard sizes from }” to 12” wide, 18” lengths, also in square "sections 
ard 24° lengths. Bars individually packed in envelopes. Write for details. 


Emrcearvaee Fé 


752 


TEmpcrmatuac °C 


Tempering Curve for Newhall Die Steel 


SANDERSON BROTHERS AND NEWBOULD LIMITED ESTABLISHED 
Attercliffe Steelworks, P.O. Box 6, Newhall Road, Sheffield 9, England 











106 SHEET METAL INDUSTRIES JuNE 1960 





DON’T LET SOLDERING 








FLUXITE 


Soldering ceases to be a knotty probiem 
the moment you use FLUXITE. Solder 
flows on easily and smoothly - and stays 
on. For over half a century FLUXITE has 
been the choice of craftsman and engineer 
alike and, in this age, its reliability and 
speed has made FLUXITE even more in 
demand than ever. 


iT 
SIMPLIFIES 
ALL 
SOLDERING 





TIE YOU UP IN KNOTS...) 











Send for full details 
and remember —it’s 
best made by 






PERFORATED METAL DIVISION 





FLUXITE LTD. 


Bermondsey Street, London, S.E.1| 
GM 78 Telephone - HOP 2632 














warrincton WARRINGTON ENGLAND 


34111 & 


CLUN HOUSE, SURREY ST WC2 Tel TEMple Bar 8559 

















The illustrations show three typical Lancastrian Drawing Presses. 
At the top left is a 1,200-ton triple-action deep drawing press. 
This press exerts 1,000 tons pressure on the downstroke of the 7% 
main slide, 200 tons on the downstroke of the blank holder, and 
150 tons on the upstroke of the die cushion. The maximum 
daylight between bolster plate and blank holder is 8 ft. 6 in. ; 
maximum diameter of draw is 48 in. and maximum depth of draw 

is 36 in.; overall height is 40 ft. (32 ft. above ground) ; weight is 
130 tons. 

The illustration top right shows a Lancastrian 300-ton double- 
action drawing press, and the illustration bottom right shows a 
150-ton triple-action drawing press, which are described in 
greater detail in other advertisements. 





Please mention ‘‘ Sheet Metal Industries"’ when requesting further information from 


Foster Yates & Thom Ltd. 


BLACKBURN, ENGLAND Telephone: Blackburn 4224 
London Office: Terminal House, Grosvenor Gardens, $.W.1. Telephone: Sloane 2255 

















Met a 
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STEEL SHEETS 


- 
COLD REDUCED BRIGHT AND HOT ROLLED, BLACK, GALVANIZED, GALVATITE, 
SPELTAFAST, ZINC PROTECTED, BLUE PLANISHED, TINNED, LEADCOATED; ‘STAINLESS 


MEDIUM AND HEAVY MILD STEEL PLATES 
TINPLATES, TERNEPLATS + BLACKPLATES 





BRIGHT, ANNEALED, TINNED, COPPERED, GALVANIZED, WELDING 


“BRASS and COPPER 


—— SHEETS, STRIP, TUBES, RODS, WIRE, SECTIONS 


ALUMINIUM, MONEL METAL 
ZINC SHEETS 
INGOT TIN, SOLDER 


wie BRAHAM 


S, 
= SMITH LTD 


Telephone: TERMINUS 6400 (12lines) Telegrams: “ METINGEN, KINCROSS, LONDON "’ 
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FALKS 
“Summit” 
offers you 


more than 
70 variations 


FALKS ‘* Summit range embraces more 
than 70 assemblies with personal choice of 
lamping, reflector, diffuser and means of 
suspension Metalwork is highly corrosion- 
resistant with basic channels finished in egg- 
shell off-white and all reflecting surfaces 
giossy-white 

For the standard fitting for industrial lighting 
—today and tomorrow—specify FALKS 


** Summit "' range 


THE CONTROL GEAR 18 NEATLY 
HOUSED IN THE BASIC CHANNEL 


FALKS, the long established lighting special- 
ists, designers and manufacturers of all types 
of fittings Lighting Engineering Services 


freely available. 


We invite your inquiries- 
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THERE’S A MODERN 


Cotswold’ 

has a sheet-metal, 
closed-ended 
quitk-release 


reflector 


FALKS FITTING FOR EVERY PURPOSE 


$1 FARRINGDON RD, LONDON E.C.1. HOLborn 7654 London Showrooms: 20/22 MOUNT ST, PARK LANE, W.1. MAYftair 5671/2 


AP 120 





Ee’ 


>. 


“Ly 
“Be 


aw 


International Machine Tool 
Exhibition 1960 


STAND No. 15 | 
| “ett Ds AZ GCM 





























HASENCLEVER 1 Hell 4 


—.... vam 





PAUL GRANBY & CO.LTD. 


IG 39 VICTORIA STREET-WESTMINSTER:-LONDON:S W'1! 


Telephone ABBEY 5338 Telegrams Leek e \ae) ie) se le) tS pee el, isle). mie) (lt Jek. 7 Vie) tcl mmol, isle), | 
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Bot at Vickers. 

All types of extrusions 

in brass. Fine limits, 

good quality, quick delivery. 
Write or phone 

for information to: 

Non-Ferrous Metals Department 
(Division 2 ), 
Vickers-Armstrongs (Engineers) 
Limited, 

Elswick Works, 

Newcastle upon Tyne. 
Telephone: 33101 


Brass extrusions by VIG EKEERS 


Vickers-Armstrongs (Engineers) Limited 

















MR. LOMAN WELCH, first hand 
melter at the Appleby-Froding 
ham works of United Steel, Scun 


thorpe, will go to New York to 
show how he operates the ‘Ajax 
furnace. This new oxygen-breath 
ing furnace has a record-breaking 
output 50% above normal, of finest 
quality steel 


‘AJAX’ STEEL FURNACE p> 
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U.S. to get an 


eye-opening look at 
Britain’s modern steel industry 


This month Americans will be rolling up in their 
thousands to the British Exhibition in New 
York. And there they'll see an 
display of what Britain's steel industry can do 
Britain led the world in creating plentiful low- 
It was an Englishman, Bessemer, 
by inventing his turned stee!] from 
a rarity into an everyday necessity. 

Another Englishman, Brearley, discovered stain- 


eye-opening 


cost steel who 


“converter” 


less steel. 

But the accent will be on the modern develop- 
that are putting Britain right in the 
forefront of steelmaking progress. 

One of the highlights of the Exhibition will be 
‘Ajax’, a new type of British steel furnace that 
is giving record outputs, 50% above normal. 
‘Ajax’ furnaces breathe in oxygen and yield top 
quality steel in prodigious quantities. Up to 


ments 





5,000 tons per week and more—from a single 
furnace! 

New alloy steels have been developed for use in 
-including boron steel, which 
neutrons. As originally 


atomic reactors 


absorbs made, boron 
but British steel 


scientists overcame this difficulty 


steel was too brittle to shape 


Visitors to the Exhibition will learn about some 
of the superb things made nowadays with British 
steel, from sports cars to radio telescopes and 
from precision tools to jet engines. The steel 
industry will show the vital contribution it is 
making to Britain's present-day prosperity 


A feature on the steel industry’s display in New York 
forms part of the British Iron and Steel Federation's 
“ Spring Report to the Nation ”’. 


The British Iron and Steel Federation, Steel House, Tothill Street, London, S.W.1. 


ATOMIC REACTOR ASSEMBLY AT DOUNREAY, Scotland, 
described as ‘“‘the most compli 


ated stainless stee! 
vessel ever made". This and other British steel 
triumphs will be featured at the British Exhibi- 
tion, New York, this month. 
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the new design concept- 


MUTATOR S yisibility and security 


A new range of multi-slide automatic 
wire and strip forming machines 


In this new range of Multiform automatics 
new high standards of design have been 
achieved leading to ease of operation and 
servicing, and faster operation. 


They embody an entirely new system of 
guarding which ensures full visibility of the 
working mechanisms at all umes, quiet opera- 
tion, the exclusion of dust and dirt, and 
complete operator protection. 


When working adjustments are required, or 
when setting up, complete all round acces- 
sibility is assured to all working parts. 


A fully illustrated catalogue describing the 
technical features of this new range is available. 
We will gladly send you a copy on request 


STAND 100 National Hall £& 
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The Heenan Multi-Form Manual 
is the only authorative work 


dealing fully with all aspects 

Maximum width of strip material in. 

Maximum blank length i 

Maximum wire diameter 

Maximum wire feed 

Stroke front slide 

Stroke back slide . 

Stroke side slides ee oa i lk 
Press load ee ee 7 sh 
Output per minute . oe ~~ 40-100 30-150 100-320 


of wire and strip forming 


Details of larger machines available on request 


HEENAN & FROUDE LIMITED 


WORCESTER ENGLAND 
WORLD AGENTS 
WictK M A N LimMtsin nT E D 


FACTORED MACHINE TOOL DIVISION, FLETCHAMSTEAD HIGHWAY, COVENTRY 


Telephone: Coventry 74321 
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... the answer has already started here 


The source of all significant V-drive developments 


We have made our own V-Belts since 1936, and our own pulley 
since 1938. We have full control of and responsibility for 

the constant improvements put into both. Our Engineering 
Laboratory began its night and day work in 1951 testing 
proving, discarding, discovering. Higher horsepower ratings 
came to Fenner V-Belt users from it in 1955 and 

Premium V-Belts using Terylene two years later. This 
significant leadership will soon be reflected in the 


British Standard horsepower ratings 
Fenner drive starts with the Managing Director ; 
dynamic, questing, never satisfied, looking to the next 
nine years, and not at the last ninety-nine 

The reason why Fenner makes better products for 


Oe ae ee J. H. FENNER & CO. LTD - MARFLEET - HULL 


BRANCHES AT BELFAST BIRMINGHAM BR ADFOR ar 
BURNLEY ARDIFF GLASGOW HU LEE f : 
LONDON LUTON MIDDLESBROUGH MANCHESTER 
NOTTINGHAM SHEFFIELC STOKE-ON-TRENT 


LARGEST MAKERS OF V-BELT DRIVES IN THE COMMONWEALTH 
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BSTABLISHED 1832 


De F Maylands Avenue, 
sioners an 
8 by Hemel Hempstead 


BOXMOOR 4242 


Manufacturers 
Bell Street, 12, Whitmore Road, 


London, N.W.1 Birmingham, 10 


of high class 
PADDINGTON 8222 VICTORIA 1615 


Cooking and 530, Stretford Road, 
Manchester, 16 


Food Service TRAFFORD PARK 0288-9 


Equipment 


Bartlett 


G. F. E. BARTLETT & SON LTD 
Contractors to: 
Admiralty 


Ministry of Supply 





ia 
Ministry of Works { 


British Broadcasting 
Corporation 


Imperial Chemical Industries 


Metropolitan Vickers 
Electrical Co. Lia. 


Steel Company of Wales Lid. 


etc, etc, and Overseas 


.<tiin<tll 


OFFICFS IN SCOTLAND, SOUTHAMPTON, SOUTH WALES 





#Stelvetite-plastic bonded 

to steel-has put a new face 
on Baldwin and Francis 

Switchgear Panels 


SOMETHING NEW IN STEEL Until recently steel a It can be worked and welded as steel, comes in a wide range 
ways needed periodic repainting. But not any more. Stelvetite of plain or embossed surfaces and is used to fabricate, among 
even arrives with a finished surface in the colour you choose other things, lifts, doors; car panels, partitioning, furniture 
A surface finish which lasts for ever. Stelvetite’s permanent kitchen equipment, walls and cladding—all of them colourful 
P.V.C. surface resists scratches, acids, detergents and time and permanent 

Thus, in all manner of steel fabrication, Stelvetite saves on Investigate Stelvetite. It may. well save you a small fortune 


expensive surfacing processes ora large one 


1/1 enquiries about Baldwin & Francis 
Switchgear Panels should be made to Baldwi1 
& Francis Ltd., Evre Street, Shetheld 





Plastic STELVETITE 

bonded made by John Summers & Sons Ltd., 

to who produce over 52,000 miles of sheet 

Steel steel every year. Write to us at Dept. S.M., 
Shotton, Chester, for full information. 

















HORDERN, MASON & EDWARDS} 





POWER PRESSES 


for blanking, piercing, drawing 
and coining operations 

H.M.F.. presses are available 

in many types and sizes 

from the small 6 Ton 

Open Fronted to the large 
Double Sided Presses 

generally in use in the 
automobile and allied industries 
This is an excellent opportunity 
of seeing some of our latest 
machines and equipment in 
operation, and to discuss 

your particular requirements 


with our technical staff 


D NO. 38 
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FUEL TANKS 
MADE FROM RTB 
TERNE-COATED SHEETS 


RTB terne-coated sheets have excellent working properties, 
lending themselves to all fabricating processes. 
Their resistance to corrosion makes them eminently suitable 
for petrol tanks, fire-extinguishers and other similar 
containers, and for ventilation ducting, radio parts, etc. 
Further, they form an excellent basis for most 
industrial paints. 
The illustrations show the neat fuel tank 
of the Perkins outboard motor. The clean 
lines obtained by the deep-pressing are made 

y P-P g 
possible by the quality of the RTB steel 


which is the basis of the terne-coated sheets. 


Richard Thomas & Baldwins 
(Sales) Ltd 


47 PARK STREET, LONDON, W.I Telephone: Mayfair 8432 
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Distinguished Partnership 


The distinction of the Rover is matched by 
the distinction of the aluminium alloy 

it so extensively incorporates. Birmabright, 
the original alloy specially developed to 
withstand corrosion, possesses also the virtues 
of lightness, strength and resilience —a 
combination of qualities that adds lustre to 
both sides of the partnership 

Do you use Birmabright corrosion- 


resisting aluminium alloy 


BIRMABRIGHT LIMITED 


Woodgate Works + Birmingham 32 
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A RECURRING 
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““T* NOUGH is as good as a feast”’ is being 

applied by many to the ever-recurring 
problem of “ exhibitions.” During the past 
few weeks we have had the “Gas in Industry” 
Exhibition, the Production Exhibition, the Fuel 


Efficiency and Power for Industry Exhibition, 


the Mechanical Handling Exhibition, the 
Instruments, Electronics and Automation 
Exhibition and several others including private 
exhibitions organized by individual firms. All 
these exhibitions have varied widely both in 
size and scope, all have shown many interesting 
new developments, and the physical size of each 
has been in no way a proportional indication 
of their value to industry as a whole. 

At the end of this month one of the largest 
exhibitions of all opens, the International 
Machine Tool Exhibition, with several hundred 
stands and exhibitors from many different 
countries. It would be invidious here to 
attempt to stress the importance of the machine- 
tool industry to the country as a whole, as most 
members of the community, technical and 
otherwise, are conscious of the fact that the 
machine tool constitutes a major factor in 
improving our standard of living and our 
future progress. What concerns this Journal 
and the industry it represents is the additional 
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Secretary: Mr. R. T. Tarrant, Steel House, Tothill Street, London, 
S.W.1 Tel.: WHItehall 1030 


PROBLEM 


recurring problem of “what is a machine tool.” 

On the Continent it is generally agreed that 
such machines as presses, guillotines, spot- 
welding machines, etc. are machine tools and 
as such it is an accepted fact that they are 
included in the correct proportion in all machine- 
tool exhibitions. In this country, however, 
there is still some doubt as to the correctness 
or otherwise of including machines of this 
nature in exhibitions that, in the main, feature 
lathes, milling machines, etc. 

Elsewhere in this issue we give a preview of 
the equipment of interest to our own field that 
will be shown at Olympia later this month, and 
about 60 stands out of the total are either 
featuring or showing as part of the exhibits 
sheet-metal working equipment. The number 
of stands is not a true measure, however, of 
the size of the industry itself. 

Although it cannot be denied that, to the 
technical press at least, the growing number of 
exhibitions constitutes a great difficulty in 
reporting them adequately to readers, we also 
cannot pass over this problem of where sheet- 
metal-working ‘equipment should be shown. 
And we are left wondering whether it is not 
time that this branch of industry had an 
exhibition of its own. 
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A Preview of 


Working 


The Addison Tool Co. Ltd. of the machine is fully automatic. There are two 
Stand 613A, Empire Halil, Second Floor pairs of hydraulically-operated vice jaws, one 
‘ incorporated in the bar feed for gripping the stock 
A new model of the Diamant abrasive belt during feeding, and the other for holding the work 
grinding machine (Fig. 1) has been brought on to while cutting is in progress. These pairs of jaws 
the market and will be seen at the company’s stand are electrically interlocked, and the arrangements 
at the exhibition. The machine has been specially are such that when one pair of jaws is closed the 
designed for belt grinding as opposed to one that 
can merely be used for this operation. It is small, 
compact and powered with a motor which is Fig. 1.—Diamant abrasive belt grinder 
economical to run, and is the equal of many larger 
machines. A special drawer to receive the grinding 
dust is a feature of this otherwise totally enclosed 
machine and thus eliminates a common cause of 
danger and annoyance. Another important feature 
is that, on the opening side cover, the tension of the 
belt is automatically slackened for quick changing. 
It is robustly built, and fitted with the latest type 
belt driving wheel. All parts are readily accessible 
for easy maintenance, and the pleasing lines of the 
machine will harmonize with any modern workshop 
layout. 
The Berlett KS.60 small automatic circular saw 
can also be seen on this stand. The bar on the 
machine feed is operated hydraulically, as are the 
vices for gripping the work, and the traverse motion 
for the saw carrier. By means of a scale, and a 
micrometer dead stop, graduated in 0.004-in. 
divisions, the stroke of the bar feed hydraulic 
cylinder can be set to advance the stock through 
distances ranging from 0 to 15} in. Provision is 
made for either continuous step feeding, or single 
piece cutting, and when single lengths in excess 
of 15} in. are required, the saw traverse can be set 
to operate only after the bar feed has functioned 
twice, thereby allowing pieces up to 31} in. long 
to be cut off. 
Once the bar has been loaded, and the stroke of 
the bar feed mechanism has been set, the operation 


other pair is open. 
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some of the Sheet-Metal- 
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The machine-tool industry, both as a direct earner of foreign currency and as the 
provider of a wide range of equipment vital to the manufacturing industries of this 


country, is one of supreme importance to our industrial economy. 


There is no 


industry and no product which does not in the final resort depend upon the effective 


use of modern machine tools. 


In the preview of the International Exhibition of 


Machine Tools organized by the Machine Tool Trades Association, which we publish 
below, attention is mainly confined to equipment that falls within the purview of this 
Journal, and the descriptions given are based on information provided by exhibitors. 


Edgar Allen and Co. Ltd. 
Stand 505, Empire Hall, First Floor 
Edgar Allen will highlight the following exhibits 
from their comprehensive display of engineers’ 
cutting tools, form tools and deposit-welded tools ; 
die-steels ; alloy-tipped hot saws ; magnetic chucks 
and examples of progress in powder metallurgy. 
Allenite tungsten carbide Plowrake tools will 
plane high-tensile steel castings, die-blocks, etc., 
at speeds of 80 to 100 ft. per min. with } in. (approx. 
depth of cut and a feed of 4 in. per stroke. The 
well-known range of Stag Major high-speed steel 
butt-welded tools, hardened and ready for immed- 
iate use, provide freedom from the worries of 
forging and hardening high-speed steel tools. 
Athyweld humped-back deposit-welded parting 
tools are designed to avoid recurring tool breakage, 
especially where semi-skilled labour is employed. 
Hard-facing materials of various characteristics 
and analyses, up to 85 per cent tungsten carbide 
alloys will be shown applied to earth and rock- 
processing equipment. A method of depositing 
hard-wearing faces will be exhibited for the first 
time. The material, deposited on sample com- 
ponents by metal spray process, is not mechani- 
cally bonded, but fuse-welded to the parent metal, 
and its function is to provide a relatively thin but 
high abrasion-resistant surface. Tests have shown 
that this process will find many applications in the 
engineering industry. 








The company will also exhibit a wide range of 
single point cutting tools in cemented tungsten 
carbide as well as carbide tips and parts in many 
shapes and sizes. 

Other exhibits will illustrate the Athyweld 
process applied to the repair of die-castings, and 
intricate die-casting dies made from Edgar Allen 
special tool steels will be included in this section. 

Finally, an 18-in. by 36-in. fine pole magnetic 
chuck with push-button automatic chuck controller 
will be introduced. It is the product of J. H. 
Humphreys and Sons Ltd., of Oldham, a subsi- 
diary company of Edgar Allen and Co. Ltd. 
Visitors to the stand are invited to work the equip- 
ment themselves and observe the operating cycle 
of the demagnetizer controller. 


A.R.O. Machinery Co. Ltd. 
Stand 121, National Hall, Ground Floor 

This company will exhibit a comprehensive 
range of portable spot-welding equipment, from 
very light, hand-operated welding guns used for 
car-body repair and general maintenance work to 
large production units for the domestic, durable, 
motor and aircraft industries. 

All these welders are complete with automatic 
process-control equipment, ranging from a simple 
weld timer to a complete process controller giving 
fully automatic 5-stage sequencing. The company 
have specialized in portable spot-welding guns for a 
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Fig. 2._-A.R.O. foot-operated pedestal welder, Model M304 
number of years and all pneumatic and oildraulic 
components are designed, developed, made and 
tested in their own factories. Of particular interest 
will be electrovalves, pilot valves, poppet valves and 
manifold valves. Double-acting 3, 4 and 5-stage 
air cylinders in a standard range as well as the new 
safety electric foot switch will be on display. 

In addition to Types M30 and M30V bench 
welders, two new pedestal welders, the foot-operated 
M304 and the air-operated spot stitch welder type 
M314 will be shown for the first time. Robust in 
design, they are accurately controlled by process 
timing and are simple to set up. Both welders are 
capable of welding mild-steel plate up to 8 s.w.g. 

8 s.w.g. and non-ferrous metals up to 18-18 s.w.g. 

Also being exhibited for the first time is the type 
DP60 air-operated weld press unit. This com- 
prises a tapped welding transformer complete with 
4-stage air cylinder, electrically operated valves 
and secondary jumpers, providing a most adaptable 
weld/press unit. Operating on the series-welding 


JUNE 


1960 


principle, the pitch adjustment on each unit is 
from | in. up to 4§ in. One or several of these units 
can be controlled by one control panel and the 
weld press units can be energized simultaneously 
or in cascade with a “ customer choice ” of con- 
denser charging timing and ignitron contactor, 
or alternatively electronically controlled. 

The spring balancer range has been introduced 
to enable welding guns to be manipulated with 
greater freedom. These balancers are designed 
for various weight ranges and can be set by a worm 
gear to produce balance over a movement length 
of 4 ft. Finger-tip pressure can move a welding gun 
weighing 180 lb. A built-in safety brake, a nylon 
unit, DP60 (A.R.O 


eld/pres 
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overmoulded suspension cable together with a 
stop start control, ensure that this balancer is safe 
and 2fficient. 


Brayshaw Furnaces Ltd. 
Stand 1A, Grand Hall, Ground Floor 

Exhibits will comprise the following :— 

A gas-heated shaker hearth furnace (Fig. 4) for 
the continuous heating of miscellaneous small parts. 
Operating temperature range 850° C. to 1,000° C. 
Heating area of tray 8} in. wide by 25 in. long. 
Nominal output 56 Ib. per hour. Gas consumption 
maximum 300 cu. ft. per hour. 

Gas- and air-blast heated liquid bath furnace 
for use with fusible salts, cyanide or lead. Normal 
maximum operating temperature 900° C. Pot 9 in. 
dia. by 13 in. deep. The furnace is equipped with 
conical hood, davit-type swing jib crane and Bray- 
shaw gas and air proportioning valve having single 
lever control. Gas consumption maximum 320 cu. 
ft. per hour. 

Electrically-heated oven furnace for general heat 
treatment. Operating temperature range 500° C. to 
1,050° C. Size of working chamber 12 in. wide by 
9 in. high by 18 in. long. Maximum rating, 9 kW. 

Natural-draught gas-heated vertical type air 
recirculation furnace for tempering and similar 
temperature processes. Operating range 100 C. to 
750 C. Work basket size 12 in. dia. by 20 in. deep. 

Gas-heated floor-mounting twin-chambered high- 
speed steel-hardening furnace. Preheating chamber 
heated by the waste products of combustion from 


Gas-heated shaker-hearth furnace 


Fig. 4 








the main heating chamber. Both chambers measure 
7 in. wide by 34 in. high by 9 in. deep. Maximum 
operating temperature 1 ,400° C. 

Venturi-type  self-proportioning town’s gas 
burner, capacity 120 cu. ft. per hour. Turn down 
ratio 7 : 1. 


The Bronx Engineering Co. Ltd. 
Stand 107, National Hall, Ground Floor 

The machines to be exhibited on this stand are : 
a 90-ton press brake (Series 910) (Fig. 5); an 8-ton 
hand-operated press brake; a new design of 3-roll 
pyramid pinch-type plate bending rolls (Series 
PBLA410) and a multi-cross-roll tube straightening 
machine (Series 6.CR.2) having a capacity of 

to § in. dia. (Fig. 6). 

The 90-ton brake has a bending capacity of 
10 ft. by 10 g. between the columns and 12 ft. by 
10 g. overall the beams. It can operate at 30 strokes 
per min., the stroke length being 3 in. 

The frame is of unbreakable welded steel con- 
struction, stress relieved. The bottom beam rests 
on machined abutments on the two side columns 
and is welded in position to form with the heavy top 
crown a rigid box-type structure. All pressure from 
the top beam is transmitted direct on to the centre 
line of the two side columns. 

The top beam is of ample depth to resist deflec- 
tion. Adjustment of the top beam is by a separate 
flange-mounted motor driving a train of reduction 
gears working in oil in a totally enclosed gear box 
to a steel worm and large phosphor bronze worm 
wheel nut in each connecting rod. A dog clutch 
is provided so that the top beam can be positioned 
parallel te the bottom beam. Limit switches are 
fitted to prevent overrun of the beam either up or 
down. 

The connecting rods are of cast iron and fitted 
with large diameter phosphor-bronze bush bearings 
for the eccentric shaft throws. Spherical-ended 
ball screws of high-tensile steel work in the large 
solid phosphor-bronze worm wheel nuts for raising 
and lowering the top beam adjustment. The spheri- 
cal ball screws are located by high-tensile square- 
ended pins in the cast steel pressure cups which are 
carefully fitted for full bearing seating. 

The eccentric shaft is hammer forged from a 
specially selected ingot of 0.45 to 0.50 per cent 
carbon steel, the one-piece forging having the 
highest elongation. The forging is fully machined 
and ground all over except on the side of the eccen- 
tric throws. The eccentric shaft works in phosphor- 
bronze bearings. 

The drive is provided by a press-type high-torque 
type of motor by vee belts, direct on to a flywheel 
running on ball and roller bearings, mounted 
on the first motion shaft. A patent multi-plate 
friction clutch is bolted to a register on the flywheel 
which operates in conjunction with a brake so that 








404 SHEE! 





brake 


Fig. 5 90-ton press 


inching of the top beam can be carried out with 
complete control by the machine operator. Pro- 
jecting lugs cast on the brake are used for barring 
the top beam out of stick-up should this occur due 
to the operator incorrectly setting the top beam. 
The second motion shaft is also mounted on ball 
and roller bearings. All gears are totally enclosed 
in gear cases and run in oil. 

The machine occupies the minimum of floor 
space because the flywheel is mounted inside the 
framework of the machine. There is also a clear 
space inside the frame so that the largest practical 
sweep can be obtained. 

A dial indicator is provided to show the position 
of the top beam relative to the stroke and lubrication 
is by battery grease nipple system unless otherwise 
requested. 

The hand-operated brake has capacities of 
16g. mild steel over } in. vee opening 24 in 

13g. mild steel over } in. vee opening 18 in. 

10g. mild steel over 1{ in. vee opening 10 in. 

The stroke of this machine is 2 in. and the adjust- 
ment of the bottom beam is also 2 in. The frame 
is of steel construction, comprising heavy one-piece 
steel side frames, deep section support plate, and 
top and rear cross members rigidly bolted together 
The one-piece deep-section steel plate top beam 
has phosphor-bronze shoes which work on circular- 
type steel slides on the side frames. The one-piece 
bottom beam is mounted on screw-type jacks. 
Back gauges are incorporated, these being easily 
adjusted. 

The 3-roll pyramid pinch-type plate bending 
rolls can bend mild steel plate 10 ft. in width by 
}-in. in thickness. 

This machine is of entirely new design and 
permits the bending of plate with the same sim- 
plicity as obtained on a standard 3-roll pyramid- 
type bending rolls and also the long edges of the 
plate can be pre-formed in the machine prior to 
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tube-straightening machine 


Multi-cross-roll 


rolling without the necessity for taking the plate 
out of the machine or for pre-forming by separate 
operation under a press. 

The machine is basically a 3-roll pyramid-type 
bending rolls having the rolls in “ pyramid ” 
formation but the top roll runs idle in a fixed 
position, the bottom rolls being driven and provided 
with vertical adjustment so arranged that both rolls 
can be adjusted independently and simultaneously 
The two bottom rolls are driven througk universal 
couplings from the main gear box. 

The swinging down of the bearing housing and 
the balancing of the top roll have a combined 
mechanical operation initiated from a 3-h.p. motor. 

Large indicator dials are fitted at the drive end 
of the machine to register the movement of the 
bottom rolls and electric limit switches are fitted 
to prevent damage to the machine should the bottom 
rolls be accidentally over-run either up or down. 
The main housings are of heavy fabricated steel 
construction. 

The machine is also fitted with vertical rolls to 
assist in conical rolling and indicator plates are 
mounted on both housings to register the bottom 
roll position for conical rolling. The roll necks 
extend outside the housings on the swing-down end 
of the machine and fitted with overhung rolls for 
the bending of angles and sections. 


The Carborundum Co. Ltd. 
Stand 322, Grand Hall, Gallery 

rhis company will be exhibiting on their stand a 
range of products including latest developments of 
cutting-off wheels, segments, depressed centre 
wheels, high-speed resinoid wheels and diamond 
products. 
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Ceramic cutting tools composed of virtually pure 
aluminium oxide will be featured. These tools 
possess extreme chemical inertness and therefore 
cannot weld to the workpiece. They combine great 
hardness and high abrasive resistance which reduces 
tool wear, and their chemical and physical pro- 
perties are retained up to red heat—conditions 
under which orthodox tools fail rapidly. As a means 
to increasing productivity and reducing machine 
costs they are invaluable to the tool engineer. 

A representative range of coated abrasives will be 
shown along with ‘61’ Contact Wheels, FLEX- 
BAC Pads and PORT-A-BELT grinding attach- 
ments. 

Silicon carbide and ALOXITE grains and 
powders for the buffing, polishing and optical trades 
will be displayed together with tumbling nuggets. 
ALOGRIP non-slip flooring compound which is 
supplied in two grades and a variety of colours 
and which can be applied to almost any existing 
surface will be shown. 


Charles Churchill and Co. Ltd. 
Stand 213, Empire Hall, Ground Floor 

In addition to a number of machines for the pro- 
duction of gears, the company is showing a machine 
for producing finishes of the order of one micro-inch 
It is the Superfina SM 80 Centerless superfinishing 
machine, which is being shown as an example of 


the range of machines produced by Wieck and 
Hentzen. 


The throughfeed system ensures maximum 
production and the unique features of the machine 
guarantee continued quality of finish with ease of 
operation. 

The oscillating head is air operated and incor- 
porates a balancing device to obviate vibration. 
The transport rolls have infinitely variable speeds 
and the setting of these rolls is accurately and 
speedily controlled by means of a hand wheel. The 
form of the rolls ensures an absolutely straight line 
pass of the workpieces through the machine. An 
air-operated pressure roll is fitted at the infeed 
position to assist the components to rotate before 
passing under the first stone. Arrangements are 
made to impart a constant stone contact pressure 
even with a fluctuating supply. A filter unit with 
pump, fine filter and magnetic filter unit provides 
sludge-free lubricant to the stones. An electrically 
controlled sensing device works in conjunction with 
the pressure roll to stop the machine automatically 
when the supply of workpieces ceases and the stone 
guides are automatically withdrawn. 

The machine exhibited is arranged to superfinish 
gudgeon pins. 

A basic operation in all engineering is the pro- 
duction of holes but this has perhaps made less 
advance than any other. The key to the problem 
has been the drill itself. 


INDUSTRIES 405 


The advent of the Cincinnati Spiropoint is the 
first major improvement in drilling in 100 years 
The new point geometry eliminates the chisel 
edge and ensures accuracy in positioning rounder 
holes and reduced drilling pressure. It renders 
reaming unnecessary and eliminates centre punch- 
ing. Increased drill life and straighter holes 
automatically follow its use 

The machine on show has been designed to 
produce such a point and setting up for grinding 
has, as well as the grinding itself, been made a 
simple, speedy job. 

The wheel truing device is rapid in action and 
simple to operate. A built-in dust collector is 
provided and the machine is mounted on castors 
and fitted with screw jacks for levelling purposes. 


George Cohen, Sons and Co. Ltd. 
Stand 21, Grand Hall, Ground Floor 

Three new RASKIN presses will be shown on 
this stand. The first is the Type 7S high-precision 
open-front rigid geared press which has a capacity of 


120 tons. The stroke is adjustable from - in. to 
4} in. and the table size is 39} in. by 393 in. This 
machine, which is fitted with a rolling-key clutch, 
operates at 50 strokes per min. 

The Type C150 IH high-precision open-back 
geared inclinable press is also new. It is fitted with 
automatic roll feed and a centralized lubrication 
system. The ram balance is pneumatic and an air- 
cushion is fitted, and the frame can be tilted hydrau- 
lically. The press, which is fitted with an electro- 
pneumatic disc clutch, has a capacity of 150 tons 
and operates at 40 strokes per min. The adjust- 
ment is } in. to 8 in. and the table size is 47} in. by 
334 in. 

The third new Raskin press to be shown is the 
Type 45 IB high-precision open-back inclinable 
press with a capacity of 45 tons and a stroke adjust- 
ment of } in. to 5 in. Fitted with an electro- 
pneumatic disc clutch, this machine strokes at up 
to 200 per min. and has a table size of 28 in. by 
18{ in. 

Two further Raskin presses will also be shown, 
viz.: the Type 751BA open-back geared inclinable 
75-ton machine, and the Type 413 open-front 
50-ton rigid horn press. 

Two machines from the RUSHWORTH range 
to be on the stand are a guillotine and a press brake 

The guillotine will be the 8 25 overcrank high- 
speed machine with a capacity on mild steel of 
8 ft. by } in. at 60 strokes per min. Of steel plate 
construction, the drive is by worm gear with an 
electrically controlled multi-jaw clutch. There is a 
mechanical plate hold-down and standard gauges 
incorporating a screw-operated back gauge are 
fitted 
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Fig. 7.—R.G., high-speed 5-ton hydraulic press 


The press brake is the 75 8 type, capacity 75 tons 
and capable of forming 8 ft. by | in. mild steel. The 
distance between the uprights is 97 in. and in 
addition to the electric motor drive there is separate 
power elevation for the ram. From the main moto 
the drive is by twin gears and the machine is fitted 
with a solenoid-operated pneumatic clutch. 

Three BARNES machines will be exhibited, one 
of these being an open-throat hydraulic press brake 
of the upstroking type. This range of machines was 
described in detail in the December, 1958 issue of 
this Journal. The machine to be shown has a 
capacity of 6 ft. by 4 in. mild steel and a variable 
stroke with a maximum of 8 in. The enclosed base 
of the machine houses the motor-driven hydraulic 
pump unit which feeds oil to two cylinders, the 
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pistons of which operate through rams attached to 
the bottom beam, which incorporates a “‘ squaring ”” 
device which prevents the bottom beam from 
diverging from the horizontal if forming operations 
are being carried out at the ends of the beam. The 
hydraulic pressure can be adjusted from zero to 
maximum and a relief valve prevents the machine 
from being overloaded. 

The two other Barnes machines to be shown 
are the balanced-type power-operated plate- 
bending rolls with a capacity of 6 ft. by } in. mild 
steel, and a new machine—a 100-ton downstroke 
gap frame hydraulic press. This machine has a 
variable stroke and is arranged for continuous or 
single stroking. 

A further exhibit will be a WEYBRIDGE 48-in. 
medium gang slitter with plain ingoing and out- 
going feed tables. This machine can be used for 
edge trimming and multiple cutting of sheet for the 
production of strip and square and rectangular 
blanks. 

Alligator shears of ELDAIR design will also be 
shown, one of which is new. This is the No. 3 
heavy-duty static machine. 


Desoutter Bros. Ltd. 
Stand 502, Empire Hall, First Floor 


On this stand will be shown a complete range of 


portable pneumatic and electric power tools. 

These include tools for drilling, screwdriving, 
nutrunning and grinding, both in conventional form 
and for special applications. 

One of the newest is a semi-automatic multiple 
stud runner—of particular interest to the automobile 
industry. 

There will also be a working demonstration of 
the applications of some of the tools in industry. 


Dowding and Doll Ltd. 
Stand 123, National Hall, Ground Floor 

On show for the first time will be the British R.G. 
range of hydraulic presses with capacities from 5 to 
15 tons. Typical of the range the 5-ton model 
Fig. 7) has been specially developed to speed up 
blanking and piercing, forming and bending, 
clipping, marking and assembly operations. 

The unique accumulator system provides rapid 
ram advance with instantaneous speed reduction 
and the application of full pressure immediately 
the load is applied. The double-acting cylinder 
and ram provide positive 2-ton power return. 

The 5-ton model can be supplied for bench 
mounting or with pedestal for floor mounting and, 
if required, for foot operation also. 

Made solely for “ D & D ” the R.G. 5-ton press 
is entirely self-contained, all operating mechanism, 
pipe work and control rods being enclosed within 
the robust fabricated frame. 
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Setting is simple. Working pressure and slow 
ram advance for setting are controlled by a con- 
veniently placed regulator, a pressure gauge and 
isolating valve being provided. Pressure can be 
maintained over short periods, and this time can 
be extended with simple special equipment. The 
ram is prevented from rotating by a spring-loaded 
plunger and the stroke is readily adjustable. High 
ram speeds—1,000 in. per min. approach, 35 in. per 
min. pressing and 650 in. per min. return—permit 
the press to be operated rapidly. Both the table 
and the ram nose are designed to accept most 
existing tooling. A Perspex guard is available. 


Brief Specifications 
5-ton Model 
Capacity - 
Maximum ram stroke 
Throat depth 
Height, table to ram 


5 tons. 
4 in. 
7 in. 
12 in. 


10-ton Model 
Capacity - os 
Maximum ram stroke 
Throat depth 

Height, table to ram 


10 tons. 
8 in. 
9 in. 
16} in. 


15-ton Model 
Capacity - 15 tons. 
10 in. 
10 in. 


193 in. 


Maximum ram stroke 
Throat depth 
Height, table to ram 


Also on show will be two British Wiedmann turret 
punch presses Model RA 41P and R61. 

Model RA 41P is a power-operated press especi- 
ally suitable for piercing work on the longer runs. 
It has been developed for maximum production 
with minimum handling of the work. 

The apertures to be pierced are located from a 
master template by means of a pantograph table 
with depressible stylus which can be operated 
exceedingly rapidly. 

The templates themselves can be made on the 
same machine. 

All template holes, irrespective of their size or 
shape in the finished work, are pierced }-in. dia- 
meter, since only the stylus enters the template. 

Template and blank are clamped in position 
with their datum edges against stops. As the 
stylus moves over the template the blank moves 
under the punch. Each time the stylus enters a 
template hole and is fully depressed, the press 
trips. 

Coloured code lines painted on the template link 
all similar work apertures and by following the 
routes so formed, turret and work movements are 
reduced to a minimum. Flags of the same colour 
on the turret indicate the appropriate punch. 
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Up to 3 in. diameter can be punched in 0.074 in., 
28-ton tensile mild steel plate. 


Brief Specification 

Throat depth, 28 in. 

Table size, 24 in. by 24 in. 
40 in. by 28 in. table. 

16 turret stations. 

Pressure capacity, 30,000 Ib. 

Maximum punch diameter, 34 in. 

1-h.p. motor. 


Also available with 


Model R61 (Fig. 8) is a heavy-duty press designed 
for rapid, accurate and economical piercing of 
blanks up to 100 in. by 60 in., with minimum 
handling of the material. 

No marking out is necessary, all apertures being 
located by co-ordinate settings, read at a glance 
from direct measuring counters. 

Rotation of the turret, which is by power, is 
controlled from the operating position and the 
press cannot be tripped between stations. 

The blank is clamped with its front edge in 
contact with location pads and its right-hand edge 
against a stop. It is positioned relative to the punch 
by means of two handwheels, one controlling in-out 
and the other lengthwise dimensions. 

The exact dimension from each datum edge to 
the punch centre-line can be clearly seen on the two 
direct reading counters, and over each handwheel. 

A co-ordinate chart at the front of the table 
indicates the settings for each aperture and the 
turret position. When the press is tripped the 
chart moves on to show the next settings. 
Alternatively, for short runs settings can be made 
direct from the drawing. 

Large diameter anti-friction balls inserted in 
the table surface permit easy manipulation of the 
work. 

Up to 6-in. diameter can be pierced in } 
28-ton tensile mild-steel plate. 


in., 


Fig. 8.—British Wieamann turret punch press, R.61 
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Drummond-Asquith Ltd. 
Stands 42 and 43, Grand Hall, and Annexe 

A range of Hi-Ton presses will be on this stand 
including a 50-ton hydraulic machine, a 4-ton 
bench press, a 12-ton machine fitted with indexing 
table and a 75-ton press with hydraulic straightening 
equipment. Also on show will be a Hi-Ton 350-ton 
cold forging press. 

Hi-Ton hydraulic presses for deep drawing are 
available to any specification regarding tonnage and 
physical size up to 150 tons for the main ram or 
punch slide and with a maximum depth of draw 
of 12 in. Double column and open-throat types 
are available and pressure is infinitely variable from 
10 per cent to maximum. The open-throat types 
(single action) can be fitted with a bottom cushion 
ram and the double column machines are supplied 
with single or double action and with or without 
bottom cushion ram. 


F. J. Edwards Ltd. 
Stand 8, Grand Hall, Ground Floor 

A wide range of machines of interest to the sheet 
metal industry will be exhibited on this stand. 

Fig. 9 shows the Besco Truecut guillotine, which 
is supplied in two sizes with capacities 8 ft. by § in. 
or 8 ft. by } in. The machine is of all-steel con- 
struction with electrically-operated friction clutch 
and magnetic brake. The machine also has auto- 
matic holddown and a precision back gauge. 

Fig. 10 shows the Besco-Truebend press brake, 
Model 60 120, of 60-tons capacity and of all-steel 
construction. The forming capacity between side 
frames is 8 ft. by § in. vee die and, over full die 
length, 10 ft. by 12 s.w.g., § in. vee die. The 
machine is motor-driven with treadle-operated 
disc-type clutch. 

A box and pan press brake will also be shown. 
This has a forming capacity in mild steel up to 
48 in. wide by 12 s.w.g. over 1} in. vee die, and 
has a swing-out beam for forming and removing 
complete trunk sections or alternatively a deep beam 
comprising a number of removable fingers for the 
forming of deep trays in one piece of metal 


” 


sco Truecut guillotine 


Fig. a Be 
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Fig. 10.—-Truebend press brake 

The Besco plate bending roller, Model TRP8 25 
to be shown, has a capacity of up to 8 ft. by } in. 
mild steel, but there is a smaller model which has a 
capacity of 4 ft. by } in. Drive in these machines 
is by electric motor through a worm-gear reduction 
box. 

Another interesting machine for which this firm 
are the agents is the Trumpf universal copy nibbling, 
shearing, flanging and forming machine, Fig. 11. 
This can be used for copy nibbling from templates 
by the co-ordinated use of a tracing arm or for 
normal cutting straight or curved shapes, internally 
or externally, beading, folding, etc. The depth of 
gap is 59 in. and the capacity for nibbling is 0.16 in. 
mild steel. 

A new machine is the Besco all steel horizontal 
section rolling machine. This has a capacity 
for angles (leg out) of 2} in. by 23 in. by § in., the 
smallest dia. being 24 in. The capacity with leg 
in is 2 in. by 2 in. by 1} in., the smallest dia. being 
18 in. 

Other machines to be exhibited include an all- 
steel bux and pan folding machine (Model BP414), 


Trump{ mbbling, shearing, flanging and forming 
machine 
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an all-steel treadle guillotine (capacity 48 in. wide 
by 16 s.w.g.), motorized swaging, wiring and 
jennying machine (Modei E.14), a Trumpf shearing, 
nibbling and flanging machine (Model TAS42 1050, 
a Besco automatic folding machine (capacity 
98 in. by } in.), a Besco universal double-ended 
punching, shearing, section cropping and notching 
machine (Model KBL13) and KALTENBACH 
sawing machines. 


Electric Resistance Furnace Co. Ltd. 
Stand 6, Grand Hall, Ground Floor 

The exhibits of the Electric Resistance Furnace 
Co. Ltd. will include new atmosphere generating 
equipment, a brazing paste applicator, and a new 
small size, closed quench furnace. 

The new EFCO furnace is a compact, inexpensive 
unit for carbonitriding, gas carburizing and harden- 
ing processes. It increases the range of horizontal, 
closed quench furnaces and offers to manufacturers, 
for the first time in this country, an economical 
unit for the smaller volume of work. The furnace 
is heated by electric, radiant tube elements operating 
at mains voltage, and the controlled atmosphere is 
obtained from a liquid hydrocarbon drop feed unit. 

The general design of the furnace is similar to 
that of the larger furnaces, an outer door giving 
access to a water cooled purging chamber and an 
inner heat-insulated door giving access to the 
horizontal heating chamber. Both doors are 
operated by air cylinders and the outer door is 
fitted with a gas screen. The purging chamber 
accommodates the single-deck quench elevator 
used to lower the work into the oil quench tank. 
The oil is water cooled and is circulated by an 
electrically driven agitator. The heating elements 
are positioned on the walls of the furnace chamber, 
and below the hearth, and a fan, driven by a water- 
cooled electric motor mounted on the roof, circu- 
lates the furnace atmosphere and speeds the heating. 

The new furnace accommodates a work basket 
14 in. long, 8 in. wide and 8 in. high. 

New controlled atmosphere equipment will 
include an endothermic atmosphere generator with 
an output of only 100 cu. ft. an hour, and a mixer 
for the precision mixing of gas and air for use in 
atmosphere generators. 

The EFCO brazing paste applicator (Fig. 12) is a 
single unit designed to save time, labour and material 
when applying Efco Park “ Quick-Braze”’ and 
other brazing materials used in paste form. It 
consists of a sheet metal cabinet housing a foot 
switch, air line and a paste container, and providing 
a working surface 3 ft. high. It is arranged for 
connection to a compressed-air supply. The paste 
is forced through a nozzle, mounted vertically 
above the top of the cabinet, by the operation of 
the foot pedal. 
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Fig. 12 


EFCO brazing paste applicator 


Elgar Machine Tool Co. Ltd. 
Stand 122, National Hall, Ground Floor 

The company will have a total floor area of 6,250 
sq. ft. and will be showing about 50 machines, 
ranging trom small drilling machines to a heavy- 
duty crankshaft grinder. Of particular interest will 
be a new machine, the Bohner and Koele “‘ Hyco- 
form ”’ hydraulic spinning and flow forming lathe, 
type D35H. One of the features of this machine 
is that it is fitted with an hydraulic copying attach- 
ment. It has a centre height of 13} in. and a distance 
between centres of 40} in. The longitudinal 
traverse of 15} in. and a cross traverse of 6 in. 
are hydraulically operated and are infinitely vari- 
able. Spindle speeds vary from 45 to 1,200 r.p.m. 

Also being shown is the Droop and Rein FS130ku 
copy milling and die-sinking machine. Its 79 in. 
table diameter and the traverses, longitudinal 55 in. 
and transverse 25} in., make this machine ideal 
for many applications where rough milling with 
heavy cuts and subsequent finish copy milling 
without reclamping, are required. There are 18 
spindle speeds available between 20 and 1,000 
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r.p.m. It has an approximate weight of 12 tons, 
and requires a 30-h.p. motor for the spindle drive. 

Four other machines which are of interest to this 
journal will also be shown on this stand ; they are 
Mas Model VRM. 50A. portable universal radial 
drilling machine, for heavy engineering, assembly 
shops, bridge building, boiler construction, and 
ship building yards; Mossner Model SSF.950 
heavy-duty bandsawing and bandfiling machine 
with a special high speed of 7,500 ft. per min. and 
is available for fusion cutting; Model SSF.420 
high-speed bandsawing and bandfiling machine, 
and the Qualitex Model C.2.ter., spark erosion 
machine, fitted with a vertical attachment for 
producing various shaped openings or with a 
circular rotating formed electrode for producing 
form tools and components using the surface 
grinding method. It also has a built-in control 
oscilloscope. 


E.M.I. Electronics Ltd. 
Stand 608, Empire Hall, Second Floor 

A new low-priced tape-controlled electronic 
positioning system, which has a nominal electrical 
accuracy of one part in 400,000 will be shown for 
the first time at an exhibition. 

Known as the Emicon 400 positioning system, it 
positions heavy workpieces on medium and large 
machines, and does not need a specially designed 
table. Speeds up to 300 in. per min. can be con- 
trolled by the system, which measures the rotation 
of a lead screw or pinion, and is readily adaptable 
to many existing machines. 

The system is ideally suited to applications such 
as the drilling of girders and boiler plates, and for 
use in sawmills. 

The datum point can be located anywhere in the 
travel of the workpiece, and a more comprehensive 
range of instructions than usual can be programmed 
on the tape. 

Another automation aid to be demonstrated for 
the first time, on the E.M.I. stand, is the com- 
pany’s new large dynamic balancing machine, 
which checks the degree of unbalance in high-speed 
turbines, large armatures and other rotors, up to 
250 Ib. in weight. The use of a new type transducer 
and a new technique in cradle suspension enables a 
bearing displacement of 8 micro-inches to be 
readily detected. This is the most accurate balancer 
at the price on the market. 

Among other exhibits on the E.M.I. stand will be 
a display of rotary and linear Emicon inductor micro- 
positioning devices for machine tool control, and 
samples of workpieces in two and three dimensions. 
A two-dimensional control cabinet and the latest 
type of Creed teleprinter will also be on show. 

Several of the leading machine tool manufac- 
turers will be showing machines fitted with E.M.I. 
control equipment, on their stands in other parts 
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of the exhibition. Some of them will also be using 
E.M.I. closed-circuit television systems to enable 
visitors to observe the accuracy of their positioning 
tables through auto-collimators. 


Firth Brown Tools Ltd. 
Stand 312, Grand Hall, Gallery 

The company will be displaying their full range 
of engineers’ cutting tools ; drills, reamers, milling 
cutters, Mitia carbide tools, Zeelock and type 3 
inserted blade cutters, taps and all types of screw 
thread tools, the Insto segmental circular cold saws, 
hacksaws, engineers’ and saw files and milled tooth 
files, wood saws, and shear blades. 

In addition they will be demonstrating the 
Speedicut “ Chipbreaker” drill. This patented 
drill offers the attractions of chip control without 
any special re-point grinding. The design of the 
drill gives increased rigidity, enabling the use of 
higher feed rates and increased life between 
regrinds 

The Hardometer hardness testing machine and 
a sharpening machine for circular saws with 
Mitia carbide tipped teeth will both be under 
demonstration. 


Funditor Ltd. 
Stand 326, Grand Halli, Gallery 

Machines on view will show the latest develop- 
ments in mechanical marking, sand-blast marking 
‘Sand Jet), embossing, blocking with pigmented foil 
and electrolytic etching. The diverse marking 
techniques employed by Funditor Ltd. cater for 
the marking of practically any material. 

New items, which will be exhibited for the first 
time, include :— 
Planetary Marking Machine 

This high production automatic marking machine 
(Fig. 13) is one of a series which has been developed 
for “ flow-production ” marking. This particular 
model will be seen working with a hopper feeding 


Planetary marking machine 


Fig. 13. 
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unit supplying a steady stream of sparking plug 
bodies to the machine which operates at high speed. 
Further machines have been designed for produc- 
tion marking of ball pins, ball race tracks, flanges, 
and similar components. 

Light-Duty Hydraulic Marking Machine 

A fully hydraulic machine equally suitable for 
mass-production marking or general-purpose mark- 
ing. A single foot control operates the machine 
automatically for either single or double stroke 
cycles and, for deep marking or light knurling a 
repeat marking device allows continuous cycling 
for as long as the foot pedal is depressed. This 
machine can also be supplied with a contour valve 
for marking of irregular shaped components. 
Electrolytic Marking Equipment 

This portable equipment produces good results 
where mechanical marking is not admissible, 
and parts of any thickness or hardness can be 
clearly and quickly marked without fear of stress or 
distortion. Three types of mark can be obtained, 
i.é., plated, etched and black oxide, and the equip- 
ment incorporates a pulse counter giving depth- 
controlled etching. 

Further exhibits will include :— 

Heavy Duty Hydraulic Marking Machine for deep 
marking tough materials and for knurling on round 
or flat units such as shafts of fractional h.p. motors, 
starters and dynamos, etc. 

Pneumatic Bar Marking Machine with feed and 
discharge rollers, for marking bar material for 
stocking purposes. Also used by scaffolding manu- 
facturers for the marking of steel and aluminium 
alloy tubing. 

Sand-Fet Marking Machine developed for marking 
precision parts whose marking by other methods is 
impracticable. Will permanently mark glass, 
hardened steel, stainless steel, carbide, ceramic, 
plastic and delicate thin-walled parts. 

Hand Lever Operated Bench Machine for marking 
small components. 

Treadle Marking Machine with hand and foot 
operation. 

Pneumatic Marking Machine with pneumatically- 
operated table. 

Pneumatic Hydraulic Machine suitable for mass 
production marking and can be supplied with 
various automatic feeding attachments. 

Tag Embossing Machine for speedily embossing 
light-gauge metal shipping or specification labels. 

Tape Embossing Machine suitable tor embossing 
1 to 10 lines of characters into coiled metal strip, 
punching and cutting-off into labels. 

Electric Metal-Marking Typewriter with keyboard 
action for deep marking metal name and instruction 
plates. 

Another machine, which is being exhibited for 
the first time in this country, is the Model LS-3600 
Automatic Shaving Machine designed to perform 


facing, turning, grooving, necking, cut-off or 
burnishing operations on bolts, screws and auto- 
motive parts. This fully automatic machine handles 
components having body diameters up to } in. in 
lengths under head from } in. to 4} in. Production 
rates of the standard machine vary from 800 up to 
2,400 finished parts per hour. 

Also on view will be a Supersaw for cutting and 
trimming plastic, lead alloys and other metal sections 
or tubes and an Electric Cabinet designed to store 
welding electrodes. 


Paul Granby and Co. Ltd. 
Stand 15, Grand Hall, Ground Floor 

Machines from the WILHELMSBURGER and 
LASCO ranges will be exhibited by this company, 
who are agents for both makes of machines. 

The Wilhelmsburger 7-roll plate bending and 
levelling machine to be shown (Type SWV.30 / 3660) 
is similar to the 5-roll FWV type (Fig. 14) in main 
detail but with the addition of two extra rolls. 
With the SWV machine during straightening the 
central top roll and the two straightening rolls are 
positioned above and the two bottom rolls and one 
each auxilary roll at either side underneath the plate. 
During bending the four straightening and auxiliary 
rolls are run down to the lowest position. The three 
remaining symmetrically-arranged rolls permit pre- 
bending of the plate. In addition to the two bottom 
rolls the straightening rolls are also driven. The 
model on show takes plate 3,600 mm. wide and has 
a pre-bending capacity of 30 mm. thick sheet. 
Control of the machine is by pushbuttons. 

Other machines from the Wilhelmsburger range 
will be shown in the form of working models ; these 
include a ship-plate bending and flanging machine 
which incorporates the action of a hydraulic press- 
brake with the action of a bending roll, a 3-roll 
bending machine with pre-bending facilities and an 
open-front hydraulic press (Fig. 16). 

A scale model will also be shown of a Lasco 
hydraulic draw press with stamping action (Fig.15). 

This machine has a cast steel frame and tie-rod 
construction, and is capable of very deep-drawing 
operations, due to the infinitely-variable hydraulic 
pump, which automatically adjusts the speed of 
the press during the drawing cycle to suit the 
conditions demanded. The press is equipped with 


Wilhelmsburger 5-roll plate bending and levelling 
machine 


Fig. 14. 
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Fig. 15.—Lasco hydraulic draw press 

a hydraulic cushion, which can be used as a blank- 
holder and also for ejection purposes. In addition 
to the deep-drawing facilities the ram can be made 
to drop under gravity with either short or long 
blows, in order to coin or strike the work to produce 
sharp corners and absolute flatness; also it can be 
used for embossing operations. 

Another machine to be shown is the LASCO 
short-stroke drop hammer, Model KH.125, which 
has a 25-cwt. tup and a stroke of 40 in. By com- 
bining a heavy tup with a short stroke this machine 
provides a very high operating speed and, unlike 
any other drop hammer, it has a hydraulic lift 
tothe tup. On this drop hammer will be a new 
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Fig. 16.—Wilhelmsburger open front hydraulic press 
Lasco two-height automatic hammer control with 
instant stroke adjustment. This new feature 
permits two different drop heights to be pre-set 
and to be automatically operated by electric foot 
buttons. Each setting is infinitely variable, so that 
the stroking is steplessly adjustable over the whole 
length and the machine can be operated with 
single blows or with a continuous striking. This 
new system permits accurate blow control from all 
heights and is claimed to do away entirely with all 
the old cumbersome drop hammer controls. Die 
wear is considerably reduced by avoiding un- 
necessarily hard blows. 

A PEDDINGHAUS billet shear (Model 214 680 
complete with feed table will also be shown. 


Greenwood and Batley Ltd. 
Stand 102, National Hall, Ground Floor 

Among the exhibits will be the 4-station hori- 
zontal transfer cold forging machine. This machine 
has a heading capacity for ~ in. dia. wire, but is 
arranged to feed and cut off *% in. dia. It runs ata 
speed of 100 120 blanks per min. and produces 
components up to a maximum shank length of 3 in. 
with a cut-off length for 4} in. 

The body is of extremely rigid construction and 
the slide, operated by two connecting rods, holds 
accurate alignment. It has phosphor-bronze liners 
sliding on hardened steel slips. The wire is fed 
through straightening rolls to the feed rolls which 
are driven by a robust roller friction clutch. The 
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wire stop is adjustable from the operating position 
by handwheel. Cut-off and carry-over to the first 
station is obtained by an open cut-off knife with 
cam-operated transfer finger to hold the blank 
Following a positive cut off, the knife is carried 
forward under spring pressure, cam controlled, 
and is positively returned. Subsequent transfers 
are carried out by fingers operated by rack and 
pinion. Dies are normally the built-up type, and 
the punches are separately adjustable in all direc- 
tions. In addition to die ejectors, punch ejectors 
are fitted. 

The machine is driven by a motor through vee 
belts on to a flywheel and clutch unit mounted on a 
high-speed driving shaft. The other end of the 
crankshaft carries a double helical gear pinion 
which drives a wheel on the main crankshaft. The 
machine on show is fitted with a slip ring motor 
with plug braking running at a fixed speed, but a 
variable-speed drive can be supplied. Safety 
features include microswitches fitted to the die 
ejector stations, transfer mechanism, and punch 
ejectors, so that in the event of a tooling failure 
the machine is stopped almost instantaneously by 
the motor plug brake in conjunction with a powerful 
band brake on the driving shaft. A 20 station, 
4-speed mechanism lubricator with separate motor 
drive supplies lubricant to all important bearings, 
surplus oil being drained into a sump and recir- 
culated after passing through two filters. A separate 
pump feeds coolant to the tools, the lubricating 
and coolant systems being entirely separate. The 
machine will be set up to produce {-in. hexagon 
head bolts. 

Also on show is the }-in. solid die double blow 
high-speed forging machine. It will be a standard 
high-speed model, running at 300 r.p.m. with a 
production rate of 150 components per min., } in. 
dia. by 2 in. long under the head. Wire feed is by 
rolling friction clutch with cam-operated cut-off, 
the cam being mounted on a shaft driven by bevel 
gears from the main crankshaft. Cut-off and carry 
over is obtained by an open knife and the blank is 
held by a cam-operated finger during transfer. A 
mechanical multi-station pump supplies oil to all 
important bearings, surplus oil being drained into a 
sump and recirculated after being filtered. The 
machine is driven by 7}-h.p. squirrel-cage motor 
through a vee belt drive on to the crankshaft 
flywheel. 

Last, but not least, is the } in. thread rolling 
machine, the first of a new range of the inclined 
type with automatic hopper feed. The design 
retains many of the well-proved features of the 
standard machine, but there are a number of 
modifications to give higher speed of working with 
less movement of the various mechanisms. The 
machine has a capacity of } in. dia. by 2 in. thread 
length and is running at a speed of 300 per min. 
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Vital X forming roll 


The hopper is of the rotary paddle type and has a 
renewable lining. All bearings are gunmetal lined 
and wearing slips are fitted for the main slide to run 
in and other important bearing surfaces. 


Hall and Pickles Ltd. 
Stand 617, Empire Hall, Second Floor 

From the wide range of tool steels manufactured 
by this company a large programme blanking tool 
in the company’s “ Vital” alloy tool stee! will be 
exhibited. This tool has been designed for pro- 
ducing electrical components. “‘ Vital X ” can be 
used for forming rolls, a typical example of which 
is shown in Fig. 17. 

“* Hydraspeed ” extra heavy-duty cutters, also 
to be shown, are specially designed to take very 
heavy cuts and feeds on high-tensile steels and are 
supplied in a wide range of sizes covering end mills, 
die-sinking cutters, shell end mills, cylindrical 
cutters, etc. 

Router cutters in “ Hydraloy ” hard metal and 
high-speed steel and standard and special die- 
sinking cutters will also be shown. 

A large part of the company’s tool works is laid 
out for the production of special tools, and the 
display on the stand will be representative of the 
many types of precision ground lathe tools, Oerlikon 
ground or form-relieved cutters, etc. 

Also to be shown are “ Hydra” cutting tools, 
“* Hydraloy ” hard metal lathe tools, etc. 


Heenan and Froude Ltd. . 
Stand 100, National Hall, Ground Floor 

An S.3 Multiform—latest and largest addition to 
the well-known Heenan range of automatic wire 
and strip forming machines—will be shown for the 
first time. 

The S.3, specifically designed for the economical 
and high-speed production of heavier and more 





414 SHEE! 


complex strip components, is capable of manu- 
facturing these to a blank length of 12 in., a maxi- 
mum width of 3 in. and up to % in. thick at speeds 
ranging from 40 to 120 pieces per min. 

The production of such large and complex 
components necessitates increased die space. This is 
adequately provided for in the design of the S.3, 
the die area extending to a maximum of 31 in. 
in length. Facilities for piercing or raising from 
the front or rear of the strip are incorporated. 
Because of the heavy forces required in the fabri- 
cation of large components, the S.3 is of generous 
proportions and robust construction. 

All four camshafts are inter-geared and a special 
flywheel incorporated in the drive system to ensure 
smooth running. The flywheel may be manually 
or automatically divorced from the machine, by 
which means the considerable inertia built up in 
the flywheel does not have to be dissipated by the 
rotating parts before the machine can be brought 
to rest. Thus the machine may be stopped imme- 
diately—automatically if required. This feature 


removes the strains and stresses resulting from 
sudden stoppages and, as in the smaller Multiform 
machines, the controls may be linked electrically 
to ensure that the machine is automatically brought 
to rest under certain conditions, such as short 
feeding, buckling of strip, running out of stock and 


the like. 

Accurate feeding is essential to the Multiform 
and special attention has been paid to the design 
of the feed mechanism. The connecting linkages 
to the reciprocating feed are in a substantially 
straight line from the operating crank disc, thus 
giving a straight through-pull from the crank to 
the feed and ensuring complete accuracy of feed. 
The stock is gripped between a pair of flat dies, 
one of which is mechanically operated by a cam. 
To ensure that strip up to 3 in. wide by in. 
thick is securely held, the grip is positively applied 
and released by a self-contained locking mechanism 
which avoids strained side thrust on the feed slide. 
In consequence, less effort is required to move 
the feed backwards and forwards. The feed slide 
can be positioned nearer to the ram when using 
short feeds and thin strip, and the provision of a 
grip throw-out enables the machine to cycle 
without feeding during tool setting. A separate 
grip is provided to hold the strip firmly on the 
return stroke of the feed side, this being operated 
by two adjustable cams from the front shaft. Flar- 
faced dies“are used to grip the stock. 

Sufficient room has been provided on the bed- 
plate for two press units as well as the standard 
front cut-off. The horizontal press is designed with 
a standard die space of 10 in. and the entire press 
assembly can be adjusted along the bed-plate to 
obtain the best working position. A load of up to 
30 tons can be obtained on each press, allowing a 
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substantial amount of die work to be carried out. 

The machine can be supplied with either one 
or two rams and in certain circumstances, as when 
the standard cut-off is not required, a third may be 
incorporated. In each case, the rams may be 
operated from the front or rear of the machine, 
thus permitting the burr on a component to be 
placed either externally or internally, as required, 
or to allow for bending or raising from front or 
rear. 

Each of the four slides is individually operated 
by a separate hardened and ground steel cam, each 
capable of exerting a force of 6 tons through the 
slide to the component. The cams are of the pick-off 
type, split for easy removal, and securely bolted to a 
keyed-on back-plate. A double cam track is pro- 
vided on the forward stroke, allowing for a central 
thrust and an additional thrust on a second roller. 
An outer track provides positive means of returning 
the slides. 

Unlike previous Multiform models, the design 
of the S.3’s drive system provides for the flywheel 
to be positioned to the left and rear of the machine. 
This greatly improves the operator’s access to the 
working parts, notably to the tooling, which can now 
extend practically the entire length of one side of 
the machine. 

The S.3 is effectively guarded, the guarding 
consisting of an over-all Perspex cover fabricated 
in three sections, the two outer parts being hinged 
to the centre cover. 

A Heenan § 1} Multiform, completely tooled and 
available for demonstration purposes will also be 
shown at the exhibition. 


Alfred Herbert Ltd. 
Stand 36, Grand Hall, Annexe 

Sheet-metal-working machines of PULLOMAX 
and FOKKER-ECKOLD manufacture are among 
the exhibits on this stand. 

Pullomax machines can perform a wide variety 
of operations in addition to straight and circle 
cutting, including straight and irregular slot 
piercing, louvring, beading, doming, edge bending, 
joggling, nibbling and flanging. Special tools to 
cover a wide variety of applications are also avail- 
able. 

These machines operate by means of a stationary 
lower tool and a reciprocating upper tool. When 
shearing operations are carried out the cutters do 
not pass, but penetrate the metal only approximately 
4 of the thickness to the breaking point, thus 
leaving a smooth perpendicular edge which requires 
no finishing. The principle of operation makes 
possible the cutting of smaller radii and irregular 
designs. 

The strongly designed frame of welded steel plate 
is of box section. Working mechanism is fully 
enclosed and working in oil. Stroke variation is 
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Pullomax U10 


by hand lever which is positioned in front of the 
workhead. On the larger models a range of strokes 
500 to 2,000 per min. is easily obtained. 

Tool changing is extremely simple and rapid and 
calls for no special skill on the part of the operator. 

On show will be the Model Pl which has a 
capacity of } in. in 25 tons per sq. in. mild steel, 
the Model P5 (Mk. II) with a capacity of 4% in., 
the Model P7 with a capacity of #& in. and the 
Model U10, with a capacity of 43 in. plate. 

The Pullomax leveller, also on show, is designed 
for the rapid bevelling at 30 deg. or 45 deg. angle on 
medium-tensile mild steel, stainless steel and alu- 
minium sheet with single or double vee groove, as 
required 

Bevelling is performed by a power driven upper 
tooth cutter, which cuts and automatically feeds 
the workpiece, which can be either straight, circular 
or cylindrical. 

Working speed is approximately 33—1 ratio 
higher than obtained by normal pneumatic tools 
or gas cutting (approx. 11 ft. per min.) and bevel 
finish is metallically clean and a perfect basis for 
every kind of welding. 

Two speeds available through vee rope drive and 
machine motion can be reversed in the event of 
plate having to be released from the cutter. 

The Pullomax Rollmax lock-rolling machine is for 
sheet metal up to 1.5 mm. thick. By means of 
rollers the edges of the sheets are progressively 
folded into the desired shape, the lock being com- 
pletely finished in one operation. The advantages 
of the machine will be clear to every sheet-metal 
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Fig. 19 Pullomax P5 

expert from the fact that at least 300 metres of the 
complicated Pittsburg lock can be run without effort 
in one hour, even with sheets of varying gauge. 

The top and bottom parts are one-piece castings 
which together comprise the gear case. The box 
frame, with large doors for inspection of the motor, 
is built of heavy, welded steel plate. The shafts 
are journalled in amply dimensioned needle 
bearings, well protected against flaking from the 
sheets. All shafts and forming rollers are made 
from special Swedish steel, hardened and ground. 
The machine is lubricated with ball-bearing grease, 
supplied through easily accessible nipples adapted 
for grease guns. 

Each machine is supplied with standard rollers 
for Pittsburg locks. Rollers for other kinds of locks 
are available as extra parts 

Shear pins are incorporated in the machine to 
prevent overloading. A number of such pins are 
supplied with each machine. The machine can also 
produce grooved locks and slips 

The Fokker-Eckold range of machines provide 
a simple and rapid method of cold forming by the 
process of stretching or shrinking the metal into a 
variety of shapes. 

They are in use extensively throughout Europe 
by concerns specializing in coach building, naval 
and aircraft construction, carriage and locomotive 
work, air ventilation systems, brewery equipment, 
prototype work of all kinds and shop maintenance. 

The general principle of operation is the same on 
all models—shrinking or stretching workheads are 
fitted into the ram (which has a reciprocating action) 
and the anvil respectively, and when the upper and 
lower jaws come into contact with the workpiece 
they are deflected horizontally, at the same time 
gripping the material on both sides and either 
stretching or shrinking it locally by repeated strokes. 

Special tooling is available for profile forming, 
reforming, pipe reducing, planishing, upsetting 
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and flattening, which will take care of most of the 
usual problems. 

The type HF.80 is a hand-lever operated machine 
working on exactly the same principle as the 
mechanical models. 

It has been found particularly useful in the air- 
frame building workshops for working with small 
channels, touching up folded edges, the elimination 
of creases in beaten-out work, the formation of 
corners, small profiles and elbows. 

Sheet metal capacity :— 

Aluminium up to |-in. thickness (3 mm 
Steel up to 17 s.w.g. thickness (1} mm.). 
Stainless steel up to 19 s.w.g. thickness (1 mm.). 

The Eckold “ Piccolo” (Fig. 21) is a small, versa- 
tile and mobile machine of medium capacity. It can 
be easily transported from one shop to the other, 
thus eliminating the need for repeated journeys for 
conveyance of components from machine to 
finishing line. 

The design of the machine is such that the com- 
plete body can be tilted at any angle to suit the 
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shaping of large-area components, while the shape 
of the lower holder enables cylindrical forms to be 
accommodated. 


Capacity 
Angles, channels, 
strips, etc. 


Material Sheet 
Up to 
14 in. 
wide 


Deep - drawing - quality 
steel °° : 
Light metals, brass 14 s.w.g. 
Copper fie 16 s.w.g 
Stainless steel , 19 s.w.g. 

Titanium, quality 150 | 
and 180, Nimonic, 
etc ° , 19 


| 16 s.w.g. | 14 s.w.g. | 
14 s.w.g. 
14 s.w.g. 
16 s.w.g 


16 s.w.g. | 


The type KF.400 has a frame which is fabri- 
cated from j-in. thick steel plates, welded and 
reinforced at the throat by l-in. thick plate, is 
power operated from a 3/2 h.p. two-speed motor 
fitted in the base via vee ropes to an overhung 
flywheel which actuates a connecting rod mounted 
on an eccentric shaft. This in turn operates the ram 
vertically at speeds of 300 or 600 strokes per min. as 
required for the component. Pressure to the work- 


piece is applied by means of a handwheel and foot- 


operated pedal. Workheads of all types are avail- 
able in capacities up to a 2 mm. maximum. 

Sheet metal capacity :— 

Aluminium up to j,-in. thickness (5 mm. 

Copper up to {-in. thickness (3 mm.). 

Steel up to 14-12 s.w.g. thickness (2 to 25 mm.). 

Stainless steel up to 16 s.w.g. thickness (1} mm 

The type KF.653C is designed to accommodate 
workpieces having a thickness beyond the capacity 
of the 400 machine, i.¢., 2 to 4 mm. in mild steel. 
Although similar in operation to the smaller 
machine, many additional features are incorporated 
in its specification, including remote control to 
lower ram movement by servo-drive motor via 
tilting foot switch, enabling the operator to handle 
large-area components ; automatic ram return, and 
pushbutton control to a multi-speed change-pole 
motor enabling any one of three stroke speeds to 
be obtained easily and quickly, z.e., 150, 300 and 600 
strokes per min. The top range of 600 strokes is 
ideal for planishing, finishing and special operations. 
Sheet metal capacity :— 

Deep-drawing-quality mild steel up to 8 s.w.g. 

Light metals and brass up to 6 s.w.g. 

Copper up to 8 s.w.g. 

Stainless steel qualities up to 11 s.w.g. 

The Fokker joggling machine consists of two 
clamping blocks parallel to each other. The section 
can be clamped in these blocks with a snug fit with 
the aid of jaws. By putting the jaws in a conical 
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hole of the clamping block the section fastens itself 
in the jaw during the “ joggling ”’ operation. 

An arrangement has been made giving the possi- 
bility of enlarging the distance between the clamp- 
ing blocks corresponding to the required length ot 
the “ joggle.” With the aid of a wedge one clamping 
block can be lifted with respect to the other, giving 
the required displacement. 

When lifting one clamping block the distance 
between the clamping blocks is enlarged, giving 
the necessary stress in the section to ease the 
deforming. Electronic equipment has been incor- 
porated to regulate the current required for heating 
the section. 

The length of the joggle can vary from 0.04 to 
3 in., and the depth from 0 to 0.315 in., the joggling 
force being variable from 0 to 18,000 kg. 

Another Fokker machine will be a bond tester 
for the testing of joins made by adhesives. 

The company are also exhibiting a Mills 6-ton 
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bench press with indexing table and a 15-ton 
machine with straightening equipment. These 
presses are available in capacities up to 200 tons. 
The “ Oilaulic” pump is the power unit of these 
presses. (Fig. 20). 

It is a combination of a multi-ram high-pressure 
unit and low-pressure rotor. These provide two 
speeds to the ram—a rapid approach which changes 
automatically to the working speed when the ram 
contacts the work. If pressure is required to be 
maintained for more than 15 sec. it is desirable to 
order a pressure-sustaining valve so as to prevent 
the hydraulic oil from becoming overheated. 

The multi-ram pump is built into its own oil 
reservoir which is fitted with filter and adjustable 
relief valve for regulating the maximum pressure 
applied. The pump body is machined from a solid 
block of steel, heat treated. The rams are made of 
chrome-carbon steel heat treated and ground. 
All revolving parts run in roller bearings. Vacuum 
DTE light oil is recommended for use in these 
pumps and presses. 

Eight-, 15- and 30-ton presses have rigid, 
well-braced cast-iron frames. 45-ton and larger 
presses are constructed from welded steel plate 
of heavy section. The Oilaulic pump is contained 
in an oil bath integral with the cast-iron frames and 
on the fabricated steel frames it is mounted with its 
tank between the plates. The ram cylinder is also 
securely held between the side plates. 

The pressure exerted by the ram is registered 
by a gauge on the front of the cylinder. Adjacent 
and within easy reach is the knob which regulates 
the pressure applied through an adjustable relief 
valve. The glands on the ram are not subject to 
pressure. Ram return on standard presses is spring 
loaded but power return can be fitted if required. 
If it is necessary to ensure that the ram does not 
rotate during its stroke a special fitment can be 
provided with guides up the side of the cylinder. 

Controls are arranged to suit the operating 
conditions. Generally a hand lever, interconnected 
to a pedal, is provided, so that either hand or foot 
can be used to control the movement of the ram. 
The controls are very sensitive and the ram responds 
immediately to the movement of the lever or pedal. 

Fixtures can be designed and supplied for 
handling suitable work. 


Holden and Hunt Ltd. 
Stand 4, Grand Hall, Ground Floor 

Although occupying only a small stand area, 
Holden and Hunt will display a selection of 12 
machines taken from their standard range and 
live demonstrations will be given on seven of these 
machines. There will be four universal pedal- 
operated spot-welding machines of 5, 10, 15 and 
25-kVA. nominal ratings having maximum welding 
capacities ranging from 2 by 20 s.w.g. up to 2 by 
4 in. in M.S. sheet. The 15-kVA. machine incor- 
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Fig. 22. — Holden 
and Hunt aiur- 


Operated spot 


welding machine 


porates an electronic timer and an associated 
magnetically operated contactor, while all machines 
will be set up with differing arm and electrode 
arrangements selected from a large range of standard 
designs. Air-operated spot-welding machines 
will be typified by a 15-kVA. rocker-arm design 
machine (which is one taken from a range com- 
plementary to the universal pedal-operated mach- 
ines) and a 25-kVA. sliding head or press-type 
spot welder having 18 in. clearance throat reach. 
Both machines embody controls to give single spot 
and repeat or stitch welding sequences, the rate 
of the latter being adjustable to suit welding and 
production requirements. 


Fig. 23.—- Holden 
and Hunt \5kVA 


butt welding 


machine 
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Butt-welding machines of 3-, 8- and 15-kVA. 
ratings will be available for live demonstrations, 
and the welding capacities range from a minimum 
of 20 s.w.g. wire on the 3-kVA. No. | model up to a 
maximum of }-in. dia. M.S. on the 15-kVA. No. 3 
machine. All are capable or can be made suitable 
for butt welding H.S. steels, aluminium, brasses and 
copper, and each machine illustrates different forms 
of clamping controls that are available as standard 
features. 

A No. 4 model flash-butt welding machine, with 
screw-type clamps, has a welding capacity of 

in. dia. M.S., the machine being the smallest 
of a range of five such machines. 

Two single-head rivet heating machines of 6- 
and 12-kW. rating to be shown are capable of 
heating rivets from a minimum of } in. by } in 
long up to @ in. by 4 in. long, while standard 
machines are available for heating rivets up to 
1 in. by 6 in. long, and one, two or three heads. 

The stand will be manned constantly by welding 
engineers, who will welcome the opportunity of 
considering and discussing any electric resistance 
welding or heating problem or proposition. 


Hordern, Mason and Edwards Ltd. 
Stand 38, Grand Hall, Annexe 

Exhibited by Hordern, Mason and Edwards will 
be their range of Rigispeed power presses designed 
to meet the accuracy of alignment needed to produce 


intricate stampings requiring relatively short strokes. 

They are equipped with an electrically-operated 
single-disc pneumatic friction clutch with brake 
and the controls are arranged to provide single 
stroke, inch and continuous running. 

An hydraulic variable-speed gear gives a speed 
range of zero to maximum and, for toolsetting, 
it is arranged to reverse from zero to approx. 
10 strokes per min. 

The double roll feed is friction roller driven 
and is fitted with a scrap shear, a buckle detector 
and a stock lubricator as part of the standard 
equipment. 

The press frame is a massive, four-piece con- 
struction ; the box-type crown, uprights and the 
bed are keyed and held together by means of four 
steel tie rods shrunk in position. The crankshaft 
is of the twin-throw full eccentric type and the 
slide has four square, bronze lined, adjustable gibs 
providing rigidity in operation. 

The lubricating pump-tank unit, electrical con- 
trol panel and air supply equipment are housed in 
the legs of the machine, access to these being through 
a simple cover fitted with a transparent panel for 
checking air supply pressures. Lubrication is by 
gravity flood system, the oil being circulated, 
drained into a tank, filtered and pumped into the 
system again. 

The OP.30 Isofeed is a new press development by 
the company and has been designed specifically to 
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reduce material and tooling costs on blanking and 
drawing operations on coiled metal material. 

Supplied as a complete machine, the OP.30 
Isofeed is basically a geared press of the open-front 
type rated at 30 tons capacity. Used in conjunction 
with a bow-type feeding unit, the Isofeed itself 
is a stagger-feed device whereby stock from the bow 
feeder is positioned alternately at front and rear 
positions enabling a single tool to automatically 
produce a double row of components. 

The frame is extremely rigid and requires no 
tie-bars. The OP.30 is fitted with a single-plate 
friction clutch with a powerful servo-operated 
brake. 

The electrical equipment consists of a B.S.S. 
totally enclosed fan-cooled motor with a direct-on- 
line starter mounted on the machine and including 
push-button operation for single stroke, inching 
or continuous running operation. 

The press will draw a depth of | in. max. The 
fixed stroke is 3} in. and gives 50 strokes per min. 

Three machines from the company’s popular 
OP range of open-fronted presses—20, 55, 75 
tons capacity will be exhibited. The frames are of 
extremely rigid construction requiring no tie-bars. 

An important design feature is the massive 
bearings set at an angle ensuring that the major part 
of the load is taken directly by the solid frame. 
The machine has a variable stroke which consider- 
ably facilitates certain operations, as the ideal length 
of stroke can be selected (within the range of 
variability) to suit any condition. The whole 
operation of changing the stroke can be effected 
in less than a minute. All presses in the OP range 
are fitted with ratchet adjustment to the ball pin. 
This mechanism combines compact simplicity 
with rugged construction. The direction of 
operation is automatically selected immediately 
the tommy bar is inserted into one of the two holes. 
Machine sizes 20 to 75 tons inclusive are fitted with 
an inclining mechanism consisting of an accurately 
machined square thread screw of ample proportions, 
turned from high-grade steel and mounted in a 
substantial steel block. To facilitate inclination, 
a thrust ball race is fitted, making it possible to 
incline the press with the minimum of effort. 
Where air pressure is available at 
60 to 100 Ib. per sq. in., foot- 
operated air control gear for actu- 
ation of the positive type clutch 
can be fitted. The pedal which 
actuates the air control is extremely 
light in action and reduces operator 
fatigue to a minimum. 

All OP presses are fitted with 
bolster plates made from high- 
grade cast iron. There are four 
or six accurately machined tee 
slots in each plate which is bored 
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and recessed for the reception of a machined loose bed 
ring, thus permitting a wide range of dies to be used. 

One-shot lubrication is standard equipment on all 
OP presses. The pump and reservoir unit is fitted 


H.M.E. Rigispeed power press 
* 
; 25. H.M.E. OP. 3x0 Tsofeed 





SHEE! 


METAI 


JUNE 


INDUSTRIES 1960 








Fig. 26.—H.M.E. DCP.6 double crank press 


to the side of the press and the points served by 
this unit include: crankshaft bearings, connecting 
rod bearings, bail-pin, slideways and backshaft 
bearings (the last mentioned on geared presses 
only). 

The company manufacture knuckle presses in 
four sizes, 100, 180, 360 and 600 tons capacity. 
This advanced design of machine is all-steel con- 
struction, tensile loads being carried within the 
rectangular member. The machine has extremely 
long guides and a very fine tool adjustment. All 
moving parts are automatically lubricated, and the 
machine is fitted with an H.M.E. clutch and servo 
operated brake. 

All working parts are accessible from floor level 
for ease of maintenance. The machine is provided 
with a selector switch to give single stroking, 
continuous running and inching. 

This machine is proving very successful for 
forming, coining and embossing. 

The Hordern, Mason and Edwards DCP.6 is a 
light-type double-crank press and is a representa- 
tive machine of its class in this popular range. 
These machines are one-piece frames reinforced 
with high-tensile-steel tie rods. The crankshaft 
is made from a high-tensile-steel forging and the 
gearing is steel throughout. All bearings are of the 
best quality materials. 

The slide is air balanced and any stroke up to 


8 in. can be supplied. The machine is fitted with the 
H.M.E. non-repeating clutch. All machines in 
this range are drilled for die cushions and the 
flexible air-assisted operating pedal makes this a 
compact and suitable machine for light sheet-metal 
pressings. 

On exhibition for the first time will be one of the 
new range of double-sided presses, which includes 
single or double point units with single or double 
reduction drive gearing, from 100 tons to 300 tons 
capacity and having effective bed lengths from 24 in. 
to 108 in. 

This range of machines has rugged, four-piece 
tie-rod trames of fabricated steel design, in the 
modern box type construction and rectangular lines. 
Each unit has self-contained patented electric tie- 
rod heaters for initial shrinking in and for subsequent 
use for rapid release of the slide in the event of a 
tool jam. The slides have renewable bronze wear 
strips at the rear and are contained within the guards 
at all points of the stroke, while an indicator, face 
mounted, shows in thousandths of an inch gradu- 
ations, the amount of adjustment up or down. 
Included as standard is a crown mounted, clear line 
stroke indicator and an automatic lubricating unit 
suitably enclosed with the illuminated visual 
indicators mounted at eye-level, feeding at pressure 
to main bearings, and slides ensure reasonable long 
life and accuracy. The air manifolds for the 
counterbalance and clutch service are also suitably 
enclosed, with readily visible pressure gauge dials. 


Humphris and Sons Ltd. 
Stand 216, Empire Hall, Ground Floor 

This well-known company are manufacturers 
of mechanical power presses, mechanical primary 
and secondary press feeds, strip levellers, coiled strip 
handling equipment, uncoiling and recoiling reels 
for stock, and many other types of press shop and 
rolling mill auxiliary equipment. 

On their stand coil handling and feeding 
equipment will be the dominant theme. There will 
be three separate displays :— 

The first will concern the manipulation, decoiling, 
flattening, feeding, cutting and stacking of heavy 
coils of strip material. This display will handle 
coils up to 5 tons in weight, 36 in. in width, and 
} in. in thickness, and will be an entirely automatic 
plant. 

The second display will be centred around a 
relatively high-speed automatic punching press of 
the O.B.I. type and will embrace coil handling, 
flattening, primary press feeding, stamping and 
scrap cutting. 

The third display will be centred on a new 
version of a 10-ton endwheel type crank press. 

The main display will comprise a 5-ton power 
lift, power traverse coil car, a 5-ton automatic 
motorized centring reel, and a 36 in. by } in. thick 
capacity automatic feeding and levelling machine 
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Fig. 27). In order effectively to demonstrate the 
equipment, it will be necessary to cut and stack 
the flattened coil and to this end a proprietary make 
of guillotine shear will be placed in front of the 
feeding and levelling machine and the cut sheets 
will be received on a hydraulic stacking table. 

The coil car has a total coil carrying capacity 
of 11,000 Ib. It has a built-in hydraulic power pack, 
providing the hydraulic pressure for the coil lift, 
and a geared motor-driven traverse carrying the 
car along standard section rails which can be 
mounted above or below floor level. The electric 
power is derived trom a cable connexion, normally 
attached to the decoiling reel, and the cable is laid 
into a groove as the car traverses by means of a special 
cable reel. 

The 11,000-Ilb. capacity automatic motorized 
centring reel is of the expanding segment mandrel 
type; at Olympia the mandrel expansion will be 
arranged manually, although it can be arranged 
hydraulically. The reel will be arranged with an 


electric brake and with an entirely new system ot 


loop control. 

The automatic feeding and levelling machine 
(Fig. 28) is capable of handling coiled strip up to 
36 in. wide and § in. thick. Feed pitch increments 
up to 36 in. per press stroke can be obtained, and 
arrangements will be made at the Exhibition to 
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demonstrate the double cycling technique which 
provides tor feed lengths greater than 36 in. The 
levelling machine incorporates motor screw-down 
for the levelling rolls, centring lateral stock guides 
and many other novel features. 

The second display will comprise a combined 
decoiling and levelling machine, Model CD.1000B, 
Mark II. It utilizes photo-electric cell loop control. 
The material from this machine will be fed into 
a 25-ton inclinable friction clutch stamping press 
fitted with a rack and pinion double-roll feed and 
crankshaft-driven scrap cutter. A number of 
entirely new features will be incorporated and the 





press will be demonstrated under working con- 
ditions. 

A 10-ton endwheel press will also be displayed 
(Fig. 29). This press is a new development of a 
model which has been extremely popular, well over 
1,300 machines having been sold in the last few 
years. This taller version of the press gives an 
increased tool height and allows a stroke variation 
from } in. to 3 in. The press at Olympia will be 
fitted with an air-operated sequential action 
operator’s guard. 


E. H. Jones (Machine Tools) Ltd. 
Stand 22, Grand Hall, Ground Floor 

Included in the exhibits on this stand will be 
the Lodge and Shipley Vertical FLOTURN No. 12. 
This machine may be compared with a lathe 
standing on its headstock. The boss or headstock 
of the machine contains the spindle and spindle 
drive, clutch and brake, lubrication reservoirs and 
pumps, coolant tank and pump and other equip- 
ment. The base is a heavy, one-piece casting and 
the column or bed is another casting, bolted and 
wayed to the base, with hardened and ground steel 
ways for the carriage. The column also contains 
the counterbalance weight for the carriage. The 
tailstock carries a built-in live centre on a double- 
acting piston. The carriage has two synchronized 
and hydraulically actuated roller slides and is 
moved up and down the column by two hydraulic 
cylinders. The removable unit roller head on each 
slide is Timken bearing equipped and provided 
with an easily replaced roller. Each roller slide 
has its own hydraulic tracer with precision control 
valve and template. 

The templates are held on an adjustable template 
support slide with vertical, horizontal and angular 
adjustments for each template ; a fourth adjustment 
is provided for the template slide. The template 
slide and the tailstock are inter-related affording 
automatic adjustment for variations in blank 
thickness (blank thickness variations of as little 
as 0.003 in. may result in unacceptable finished 
pieces when the variation is not compensated). 
The spindle is arranged to receive mandrels suit- 
able to particular jobs, which may range up to 12 in. 
in diameter and 15 in. in length. 

By utilizing a 2-in. adjustment in each roller 
slide assembly, the maximum diameter may be 
increased to 16 in. An automatically-operated, 
combined blank centering device and finished part 
stripper is also provided. Automatic lubrication 
to slides and ways is furnished. All slides have 


adjustable tapered gibs to permit maintenance of 


original accuracy. Coolant for the rollers and work- 
piece is piped to each roller. Automatic cycle and 
set-up controls are provided on a convenient 
console. Movements of carriage, tailstock, template 
support slide and roller slides are controlled by 
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adjustable trip-dogs, microswitches and solenoid 
valves determining flow of hydraulic fluid to the 
various cylinders. Hydraulic fluid is provided by 
four pumps driven by a single motor ; suitable flow 
and pressure controls are furnished. All electrical 
control elements are mounted in a floor-type 
cabinet. 

At the beginning of the cycle, carriage, tailstock 
spindle and roller slides are fully retracted; the 
blank-centering device or loading guide is in 
position to receive the blank. The blank is placed 
in position manually (may be automatically loaded). 
Pressing the “ cycle start ’’ button begins the follow- 
ing steps of the cycle :— 

1) Tailstock spindle moves down to clamp the 
blank on the mandrel ; the blank-centering device 
retracts ; tracer in-feed and carriage down traverse 
switches are tripped. 

(2) Tailstock and carriage rapid traverse down 
until the rollers touch the blank. Carriage down 
traverse stop switch is tripped and the carriage stops 
momentarily, controlled by time relay. Spindle 
starts. 

(3) Carriage resumes downward movement in 
feed operation. Hydraulic tracers control the 
movements of the roller slides, flowing blank to the 
shape of the mandrel. 

(4) At the end of the flowing operation, carriage 
stop and reverse switch is tripped. Carriage, roller 
slides and tailstock retract, spindle is braked to 
a stop. 

5) As carriage retracts, it trips stripper-up 
switch and the part is removed from the mandrel. 
Machine is in position for next part. 

Among the Cincinnati machines on the stand 
will be the 9 series by 10 ft. all steel press brake. 
Features of this machine include remote control 
for the ram adjustment and automatic cycling 
control. The transmission is two speed and there 
is air-electric clutch control with one foot button. 
A feature of all Cincinnati brakes is centreline 
loading which contains the forces directly in the 
end housings. This machine will be shown pro- 
ducing corrugations in 20-g. steel. 

Also to be shown is the Cincinnati 1410 all-steel 
guiliotine shear with a j;-in. capacity in mild steel. 
Features include: light-beam shearing gauge ; 
slitting gauge; mitre gauge; and magnetic sheet 
support. 

A 100-ton dieing press from the C.V.A. range 
will also be shown. 

This model is the largest of the range, the others 
being 10, 25 and 50 tons capacity, and while the 
general design follows closely on the lines of 
the other models, new features have been added. 

The machine can be furnished with fixed crank- 
shaft strokes from 1 to 7 in., as required, and 
extended die-beds can be provided to meet special 
requirements. The air-operated clutch is controlled 
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by a solenoid-operated air flow valve. The spring- 
loaded friction brake ensures automatic braking 
when the air flow is interrupted and electrical 
relays ensure stopping at the top of the stroke. 
The spring-loaded brake will also ensure stopping 
with safety in the event of the air supply being cut 
off. This electro-pneumatic arrangement permits 
the use of a pilot connected to a microswitch which 
stops the machine in the event of the pilot acci- 
dentally fouling the strip, thus reducing the risk 
of tool breakage. 

Power to the flywheel is provided by a 30-h.p. 
variable-speed commutator motor which is indepen- 
dently supported on vibration damping mountings. 
Double roll feeds are provided. The input feed 
unit can be furnished with an automatic positive 
stop for starting strip, and an automatic stop 
designed to stop the machine automatically when 
the end of the coiled strip is reached. 

A Wales Strippit Fabricator and Positive Dupli- 
cator will also form part of the stand. 

The Model 10AA Fabricator is a versatile sheet- 
metal working machine for rapid and accurate 
punching, notching and nibbling. 

It can be used for punching any shaped hole up 
to 3}-in. diameter in sheet material up to }-in. 
mild steel ; notching 90 deg. corners—rectangular, 
radii, vee and special shape edge notches up to 
}-in. mild steel ; nibbling straight lines or contours 
up to a 38-in. diameter circle at 165 strokes per min. 
up to {-in. mild steel. Punches and dies can be 
changed from one size or shape to another in less 
than 20 secs. It is an ideal machine for short or 
pilot runs, model shop and experimental work. 

The Positive Duplicator functions on the panto- 
graph principle and converts the Fabricator to a 
medium-run production machine for precision work 
or for cold-punching printed circuit boards without 
heating, die-making, driliing or deburring. The 
work is positioned under the punch to reproduce 
any hole pattern from a template clamped to the 
Duplicator table. 

A comprehensive range of tools, gauges and 
accessories is available. 

The stand will also feature C.V.A. epoxy resins 
and C.V.A. press tooling. 


Keeton, Sons and Co. Ltd. 
Stand 221, Empire Hall, Ground Floor 

This company, a member of the Firth Cleveland 
Group, will exhibit their range of Keetona sheet 
metalworking machinery. With the exception 
of the Keetona 8 ft. by 4 in. guillotine, all machines 
will be constructed to Keeton’s new modern design 
in fabricated steel plate, which will be exhibited 
for the first time. 

Entirely new machines on view will be the 
Keetona 4 ft. treadle guillotine and the Keetona 
8 ft. by 4 in. power bending roll. 


METAI 


INDUSTRIES 


Fig. 30.—Keetona guillotine 

Working demonstrations will be given on the 
Keetona 10 ft. by } in. power guillotine with 
hydraulic hold-down and power-operated back 
gauge, and on the 6 ft. by | in. power guillotine. 
The former machine was introduced in 1959. 

Two 8 ft. power guillotines, with capacities of 
} in. (Fig. 30) and 4 in., will also be shown. 

A section of the stand will be devoted to the 
important products of the hollow boring division 
of the company. This division specializes in the 
production of hollow bored bars, with emphasis on 
deep boring for the machine tool, aircraft engine, 
chemical, petroleum and heavy machinery indus- 
tries. 


Kerry’s (Ultrasonics) Ltd. 
Stand 500, Empire Hall, First Floor 

A chlorinated solvent cleaning cabinet Type 
USC.4 for use with perchlorethylene solvent will 
be shown (Fig. 31). The plant is suitable for 
precision cleaning of engineered components and 
in many cases the parts to be cleaned can be 
handled without dismantling, cleaning times are 
normally 30 sec. 

The plant operates at a frequency of 40 Kc/s. 
with an ultrasonic generator giving 2-kW. peak 


Fig. 31.—Cleaning cabinet, type USC.4 
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power. Included is multiple fine filtration of the 
ultrasonic cleaning section, solvent redistillation 
and vapour drying. 

Aqueous solution cleaning will be illustrated by a 
cabinet Type USC.3 for use with water detergents, 
wetting agents, etc. The plant is suitable for the 
rapid cleaning of engineered components and other 
items such as opthalmic lenses and frames, printing 
plates, filter elements, operating theatre instru- 
ments, etc. Cleaning times are normally in the order 
of 30 sec. This plant operates at a frequency of 
40 Kce’s. with an ultrasonic generator giving 2 kW. 
peak power and solution heating is available in the 
ultrasonic cleaning section. There is also a water 
rinsing section separate to the ultrasonic tank. In 
both the ultrasonic and rinsing sections there is a 
standing waste overflow weir to maintain the level 
of solution as well as supply continuous replenish- 
ment in the tanks. 

Other exhibits include the MPD.1 ultrasonic 
drill for machining hard and brittle materials 
including glass, ceramics, tungsten carbide, ger- 
manium, silicon, etc. 


Gaston E. Marbaix Ltd. 
Stand 111, National Hall, Ground Floor 
Stand 306, Grand Hail, Gallery 

A DANLY press, built by Harland and Wolff 
Ltd., will be on this stand. The press will be of the 
300-ton single-action two-point suspension type, 
with eccentric gear overdrive. The bed area of the 
machine exhibited, which is from the wide range 
available, is 60 in. by 48 in., the stroke being 12 in. 
and the operating speed 16 strokes per min. 

Two DENISON presses will be shown. The 
first, a 2-ton capacity hydraulic machine (Series A 
is a low-priced economy unit which offers up to 
10 in. of daylight and a pressing range of from 
1,000 to 4,000 Ib. Simple electric circuit arrange- 
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ments involving a solenoid valve allow the press 
to be operated by timers on remote control. Acces- 
sories available include equipment for foil marking, 
dial feed, bolster, positive stop, etc. The press 
on show will be fitted with a dial feed mechanism, 
and strokes at 40 per min. 

The second Denison “ Multipress” to be 
shown is the Model So65L (Series S) with a rating 
of 6 tons. This will be fitted with a six-station 
index table and operates at 75 strokes per min. The 
range of presses available covers capacities of from 
1 to 75 tons. 

A four-column platen design is also available in 
capacities from 4 to 150 tons. 

Another exhibit among the 40 on the stands will 
be the STUTZMANN oscillating shaving press, 
Model SM3. In operation this machine cuts off 
a chip of about 0.002 in. from stamped pieces. 
The piece to be shaved enters the die under slow 
pressure accompanied by vibrations. In this way 
tearing of the material is prevented and the cut 
surfaces are smooth and the edges sharp. The 
effective working stroke of this machine is 0.138 in. 
and the slide oscillates at 7.3 vibrations per sec. 

A BILLETER automatic continuous number 
engraving machine (Model No. 14) will also be 
featured (Fig. 32). The mechanism is designed to 
give quick zero action, composition of any numbers, 
or engraving of unchanged numbers (e.g., a patent 
number). One operator can control up to four 
of these machines at any one time. 

DUMORE automatic drill heads are available 
from the company and these will be exhibited. 
These heads are completely self-contained with 
built-in controls, and are air operated. Drilling 
depth and pressure can be pre-set, and the air 
supply for operation is produced in the head itself ; 
each head only needs connecting to electric power 
for operation. The compact nature of these heads, 
143 in. long by 44 in. dia., makes them suitable 
for use in a wide variety of multiple drilling set-ups. 

A range of DELTA MILWAUKEE air-powered 
hydraulic drill units will also be on show, together 
with an ELOX electrical discharge machine for 
use in 3-dimensional electronic machining. 


B. and S. Massey Ltd. 
Stand 26, Grand Hall, Ground Floor 

This company manufacture a wide range of 
forging and drop forging plant, and are showing 
six machines at the exhibition, which are repre- 
sentative of their present manufactures. Due to the 
space and weight restrictions, it will be impossible 
to exhibit every type of machine manufactured, 
but those on display will no doubt attract the 
attention of those members of the forging and drop 
forging industry who attend the exhibition. 

A new addition to the company’s range is the 
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““ Wide Ram ” presses which are designed for pre- 
forming and finishing drop forgings in addition 
to the usual trimming operations. They are made 
in sizes from 100-ton to 1,000-ton with table 
working areas of from 46 in. by 30 in. in the smaller 
size to a maximum of 84 in. by 50 in. Each press 
is provided with four one-piece cast steel pitmans, 
thus ensuring the maximum resistance to tilting 
of the ram. All bearings are of generous proportions 
and the clutch is of the direct, air operated friction 
type. The lubrication unit is automatically inter- 
locked with the main press drive so that when the 
press is in operation, adequate lubrication is 
provided for all moving parts. 

Alloy steel double helical gears provide the 
transmission and the frame which comprises bed- 
plate, uprights and crown, is of the box type, 
welded steel construction for maximum strength ; 
the whole frame structure being held together by 
four large-diameter steel bolts which are shrunk into 
position. 

The 10-cwt. “‘ Marathon” drop hammer on 
show is one of a range from 10 cwt. to 40 cwt. and 
being electrically driven, the running costs are low. 
The shock insulated headgear reduces vibration 
to a minimum, and the Fenner torque-arm speed 
reducing units now employed have brought down 
consumption and raised the general machine 
efficiency. They replace the direct veebelt drive 
and wooden pulleys previously used. Accurate die 
alignment is ensured by the exceptionally large 
areas of contact between the standards and anvil 
block ; resilient pads are now fitted not only to the 
horizontal faces, but also to the vertical faces of the 
spigots. 

The recently developed Aeromatic gear which has 
now, after thorough tests, been adopted as standard, 
enables the operator to control the hammer by a 
single pedal which is extremely light in action and 
provides light or heavy blows of predetermined 
stroke. Alternatively, when required, the Aeromatic 
gear can be disconnected and the hammer con- 
trolled by hand. The gear may be fitted to new 
or to many existing hammers of the Marathon and 
self-contained types. 

A high-speed forging press on show, of 1,000- 
tons capacity, has a substantial frame section, as a 
result of which the maximum energy goes into 
the making of the component instead of stretching 
the frame. The patented friction clutch is mounted 
on the eccentric, and the parts to be set in motion 
and stopped at each stroke are of low inertia. 
Power consumption, heating of the clutch parts 
and shock to the frame are therefore reduced to the 
minimum. The clutch is air cooled and protected 
against overload. The ram and pitman assembly 
is dynamically counterbalanced, the pressure in the 
air balance cylinders rising as the ram approaches 
the bottom dead centre of its stroke. 
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Fig. 33.— Massey trimming press 


The eccentric journals are flood lubricated in 
addition to the dual interlocked lubrication system 
which makes it impossible for the press to be 
operated unless the two lubricator motors are 
running. All movement of the press is governed 
by the operator working from one central push- 
button panel and top and bottom ejectors are pro- 
vided to assist production. 

Also on show will be a 7-cwt. “ clear space ” 
pneumatic power hammer and a 3-in. “‘ use roller ” 
for preparing work rapidly for forging presses and 
drop hammers. thus allowing the hammer or press 
to give a maximum output by concentrating on the 
finished forging. 


‘ 


The Midland Saw and Tool Co. Ltd. 
Stand 106, National Hall, Ground Floor 

This company will be showing among their 
exhibits four completely new machines. 

One of these will be a horizontal bandsaw cut-off 
machine (Fig. 34) which is provided with a well- 
balanced cutting head, of welded steel construction 
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without springs or weights, and which is auto- 
matically controlled in its action. 

A large honed cylinder is carried between the base 
and the cutting head, the operation of which is 
controlled by a taper needle valve operated by the 
leading guide. The guides take the thrust of the 
blade, and the leading guide is hinged and provided 
with a mechanism to operate the control valve. 
This mechanism is the subject of a patent. 

As the pressure increases so the rate of feed is 
automatically reduced, for if too great a pressure is 
applied the saw is distorted in its width and wander- 
ing will be set up. 

The company’s “ Minor” toolroom bandsaw 
machine was introduced six years ago, and two 
of the new machines to be shown are a development 
of the “ Minor” machine. One of these two 
machines is of similar capacity to the “ Minor,” 
but with an increased range of speeds, and so 
arranged as to take all of the extra equipment 
normally supplied with more elaborate toolroom 
machines ; the other machine is made with three 
wheels as a “ deep throat’ machine with a 36 in. 
horizontal capacity. 

The fourth new machine (Fig. 35) is a develop- 
ment of the company’s 30 in. “ NF” 
machines ; it is now made with a fabricated body 
on similar lines to the larger 36 in. and 48 in. 
machines. 

Also to be shown are two welding machines, one 
for bandsaws up to § in. wide and one for bandsaws 
up to | in. wide. In addition, the stand will feature 
“ Minor ” bandsaws, a 36 in. NF machine with 
tandem table and an “ FP” machine for heavy 
die blocks and a “‘ Hyspeed ” machine. This latter 
machine will friction cut §,-in. steel at 10,000 ft. 
per min., and in. plate at 16,000 ft. per min. saw 


*€ Midsaw’”’ horizontal band cut-off machine 


Fig. 34. 
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Fig. 35.—** Midsaw” band saw, developed from NF range 
speed. The machine is also suitable for cutting 
tool and stainless steels, Nimonic alloys, etc., and 
the manufacturers state that the surface hardening 
that takes place is only to a depth of 0.004 in. 


Minnesota Mining and Manufacturing Co. Ltd. 
Stand 319, Grand Hall, Gallery 

The company’s exhibit will comprise their com- 
plete range of flexible coated abrasives demonstrated 
under working conditions on a variety of modern 
grinding and polishing machines. 

Chief among these will be the “ White” 18 in. 
T.O.P. Model Timesaver Sander for the finishing 
of sheet steel and strip, alloy sheet and strip and 
many flat metal components for continuous finish- 
ing. Flat surface wooden panels of all types can 
also be finished on this machine up to the burnishing 
stage. 

The P.G. Wheel will also be in operation, demon- 
Strating its versatility as an automatic multiple 
head or free hand flexible polishing medium. 

Another machine of outstanding interest will be 
the “ Taylor” wet centreless grinder on which 
Wetordry Tri-M-Ite Cloth abrasive belts will be 
demonstrated for precision tube finishing and 
polishing. 
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Other machines will include the “ Grief” con- 
veyor for the continuous semi-automatic grinding 
and polishing of flat metal components by Three- 
M-Ite Resinbond Cloth belts; the R.J.H. Back- 
stand general-purpose abrasive belt grinder and 
polisher utilizing a wide range of contact wheels, 
and the “ Taylor” Deburrer, a variable position 
backstand machine capable of grinding and finishing 
metal components of intricate shape. 

Of outstanding interest will be the first public 
appearance at an exhibition in this country of 
“* Scotch-Brite ” brand polishing materials. This 
entirely new nylon web material into which accur- 
ately graded fine abrasive mineral grain in incorpor- 
ated, opens up immense possibilities to improve 
and speed up the descaling process of strip metals. 
In addition to the wide application of this product 
for industrial cleaning, “‘ Scotch-Brite ” provides a 
unique satin-type finish in many materials including 
stainless steel, alloys, plastic, glass, etc. It is 
intended to demonstrate the wide application of 
this entirely new product by means of polishing 
bobs, cage wheels and in sheet and disc forms. 


B. O. Morris Ltd. 
Stand 201, Empire Hall, Ground Floor 

Among the range of machines on show at the 
company’s stand will be the Morrisflex-Hammond 
series of automatic and semi-automatic polishing 
machines, built under licence from Hammond 
Machinery Builders Inc., U.S.A. All the models 
are built in various combinations for standard units, 
on the unit principle, which permits accessibility 
and easy removal of all drives. They are available 
with mechanical vacuum or magnetic chucks and 
can be used for grinding, polishing, brushing and 
deburring. 

The automatic machines are divided into four 
main types. The standard indexing rotaries “ J ’ 
type, the continuous rotaries ““C” type and the 
inline and floating types. The J21 model has a 
table diameter of 21? in. and indexes between 
400 and 1,200 per hour and has eight work spindles 


Morrisflex-Hammond non-stop, with two 
E2P machines 
* 


Rotary indexing machine with five heads 
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and three polishing heads. The J34 model is a 
slightly slower machine indexing between 250 
and 800 per hour, with six work spindles and four 
polishing heads. The continuous rotaries are 
suitable for high production finishing of a wide 
variety of parts and are available in spindle, flat 
top, combination and flat top types with mechanical 
and plug type chucks. 

The “inlines” are designed and built from 
standard units to suit each individual application. 
There is no reasonable limit to the length of the 
conveyor unit and consequently to the number of 
polishing heads which may be installed. Installed 
units may be easily increased by the simple addition 
of intermediate sections. They are built for heavy 
duty and are fitted with wear strips. The variable- 
speed drive unit, 8-21 ft./min., can be coupled 
with any conveyor to suit the application. Models 
on show at the stand include the over and under type 
with 3-50 99 heads and the horizontal return type 
with 24-50 99 heads. 

The floating type, an example of which is Model 
50-99, has a sturdy cast-iron base, with a dovetail 
slide for the bracket supporting the column, which 
is manufactured in steel and is provided with a 
handwheel to give 14 in. vertical movement. A 
threaded adjusting screw and crank provide a 10- 
in. horizontal traverse of the column /head assembly. 
The floating spindle and wheel unit is readily 
positioned to work on dovetail ways. Further, 
it can be directly fed into the work on these ways. 
The adjustment is in addition to the complete 
head movement. Power raising and lowering 
and power horizontal traverse are optional extras. 
The head unit provides 360 deg. movement in 
both vertical and horizontal planes. The movement 
in the former is by wormgear and crank wrench, 
with compensation for wheel wear by ratchet 
wrench. The base for the motor and spindle can 
also be turned through 360 deg. in the vertical 
plane, thus allowing for readjustment of the wheel 
without changing the previous set angle. 
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The oscillating head and stand units, Models 
50-105 and 50-106, have all the features incor- 
porated in the other models plus spindle oscillation 
in varicus strokes for use when polishing large flat 
areas. ‘The heads can be moved horizontally on 
threaded lead screws, while vertical movement is 
by handwheel. The spindle and wheel unit is 
easily pivoted to the setting required and readily 
positioned to work on dovetail ways. 

The semi-automatic polishing machines may be 
used as simple work-holding devices, as automatic 
devices or as components of a polishing arrange- 
ment. They are planned on the basis of standard 
units and can be assembled in a variety of different 
combinaticns to provide a large number of machines 
with special applications, each with all the features 
necessary for any specific application. The assem- 
bled machine may be broken back down to its 
original component units and re-adapted to a new 
application by the change or addition of standard 
units. The models include four, two and single 
spindled models. 

Also on show will be the Morrisflex-Hammond 
polishing lathes. Model MA654 is an independent 
end polishing lathe with 5 h.p. per end. A single- 
ended lathe of between 10 and 24 h.p. is available, 
while another range of abrasive band conversion 
units is also available. 

Another interesting exhibit is the Morrisflex 
300 machine, developed to meet the requirements 
of a simple, multi-speed handy tool which will 
enable fitters to dress and polish with more ease 
and speed and improve the finish. Rotary cutters, 
mounted points and drum sanders can be used to 
their best advantage by the use of the Morrisflex 
speed range. Speeds of 3,000, 9,000 and 15,000 
r.p.m. are available and the models include a 
suspension or bench type. 


Murex Ltd. 
Stand 533, Empire Hall, First Floor 

The exhibits will include examples of tps, 
tipped turning tools, milling cutters, drills, both 
solid and tipped, reamers, jig boring tools, wood- 
working tools and tools for the plastics industry, 
beside wire, bar and tube drawing dies and plugs 
and wear resisting parts, all of which are products 
of the Murex powder metallurgy division. 

A new introduction this year is the Mark II 
version of the “Prolite”? Futurmill having solid 
hard metal blades, either precision ground or 
“ throwaway ” clamped direct into the cutter body. 
Demonstrations of this cutter will be given daily 
throughout the exhibition. Other demonstrations 
will be given showing the use of “ Prolite ” hard 
metal burs, solid carbide slitting saws and “ Pro- 
lite ” turning tools. 
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Fig. 38.— Oliver press brake No. 56 


Oliver Machinery Co. Ltd. 


Stand 25, Grand Hall, Ground Floor 

Three press brakes will be shown, compact, 
low-cost and specially designed for quick operation 
on light-gauge sheet-metal work. Two are new 
machines Nos. 56 and 265; No. 131 (capacity 
10 tons, 4 ft. by 18 g., variable-speed drive) has 
been shown previously. 

The No. 56, capacity 30 tons, 6 ft. by 14 gauge 
or 4 ft. by 12 gauge, is of all-steel construction, 
with bed and ram of rolled steel plate (Fig. 38 
Ram liners are non-metallic, tough and resilient for 
minimum wear. The clutch is of the disc iype 
with a hand brake to stop the ram when the clutch 
is released; the clutch can be inched at any point. 
Power adjustment is provided for raising and 
lowering the ram, which has independent adjust- 
ment at either end by means of a split coupling on 
the worm drive shart. Micrometer indicators 
facilitate exact adjustment of ram for original and 
repeat die settings. The drive is single speed, 34 
strokes per min. 

The No. 265 machine, capacity 25 tons, 6 ft. by 16 
gauge or 5 ft. by 14 gauge, has a variable-speed 
drive, 20 to 50 strokes per min. Disc-type friction 
clutch and brake, one-shot lubrication system, 
transmission from drive shaft to ram through two 
eccentric gears which rotate in opposite directions, 
eliminating all side thrust on the gibs, are features. 

The No. 186, 8 ft. by } in. CHICAGO bending 
brake (Fig. 39) is designed for bending plates to 
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various angles with sharp corners and making round 
bends on work that cannot be handled in forming 
rolls, or for forming tapered cones. Of all-steel con- 
struction, it has adjustments to take up wear or 
strain. The plate is set flat on the bed and clamped, 
and setting-up time for varied work is said to be 
much less than with a heavy press brake. 

A new hydraulic flanging machine (No. 3 B.V. 
Fig. 40) to be shown forms the flange on flat or 
shallow dished ends for storage tanks. This is a 
smaller design of similar machine shown previously 
and handles plate up to } in. thick. The lower roll is 
mounted in a segment plate and moves in an arc 
to form the flange round the upper roll. This move- 
ment is powered through a hydraulic cylinder fed 
by a pump driven from the main spindle. The 
flanging is done cold, ensuring uniformity of ends 
from one setting of the rolls. Flanging time for a 
4 ft. dia. end, } in. thick is approximately 1} min. 

Also to be shown is the No. W40, 8-ft. by 14-gauge 
Chicago box and pan bending brake. Shown pre- 
viously only for hand-operation, this time the 
machine will be equipped with mechanical power 
drive to the bending leaf. The arrangement of 
geared motor with brake and limit switches has 
given over 500 up and down movements per hour 
in production conditions. 

A No. 48L Quickwork stamping trimmer will be 
shown set up with tooling for trimming and forming 


pressings in one operation, and a No. 321 Quickwork 
rotary shears, maximum cutting capacity 12-gauge 
mild steel, will be shown with a new compact circle- 
cutting attachment mounted in the throat of the 


machine ; for cutting curles up to 24 in. dia. The 
shears makes a clean cut in one pass through the 
cutters at speeds of 6, 9, 13, 18 ft. per min. Attach- 
ments are available for the flanging, joggling and 
straight slitting. 

Another new machine is the No. 11 Cleatformer, 
which makes cleats for joining sections of ventilating 
trunking, as an alternative to riveting, so simpli- 


Chicago bending brake No. 186 
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Fig. 40._-Hydrautlic flanging machine No. 3 B.V 
fying erection at site. It is a seven-station rolling 
machine with extended shafts carrying two sets 
of rolls at either end. 

Two Lockformers, No. 16 and 20, will be shown, 
together with examples of work made up with their 
locks in mild galvanized, stainless and Stelvetite 
steel. The No. 20 Model will have an auto guide 
power-flanging attachment which automatically 
turns up an even flange, following any straight or 
curved edge. 

Other machines on the stand will include a No. 22 
power flanger for sheet up to 16 gauge, which makes 
flanges from jj, in. to { in. deep, a No. BB4 Chicago 
box and pan bending brake, 3 ft. by 16 gauge, a 
bench-type machine mounted on a stand which 
handles a great variety of folding work and takes 
up little space, and a No. 25 shears with a maximum 
capacity of } in. mild steel 


Pearson Panke Ltd. 


Stand 12, Grand Hall, Ground Floor 

Presses and other machines of SCHULER manu- 
facture and ERICHSEN testing machines will be 
on show on this stand. 

The Schuler-SMG double and treble-acting 
hydraulic drawing press is the first from its range 
to be exhibited in this country and incorporates a 
number of unusual features. 

The machine (Fig. 41) is fitted with an axial 
piston pump with constant power device so that 
the pump can be made to give a high rate of flow 
at !yw pressure, or a lower rate of flow at high 
pressure. Increase in pressure is obtained by 
swinging the axial piston cylinder block towards 
the neutral line. Flow in the opposite direction 
for the upward stroke is obtained by swinging the 
pump cylinder block past the neutral line to the 
other side. Thus reversing is obtained without the 
use of a valve in the high-pressure system. 

The press frame is of welded construction, 
planned so that presses of different sizes can be 
built from standard hydraulic parts, and with an 
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Fig. 41 (left 


Fig. 42 


right 
frame power press 


S.M.G. press 


De yuble- sided C- 
Schuler 





almost ideal stress distribution. The main load 
carrying plates are in the position where the 
maximum load occurs. The design also enables all 
the electric and hydraulic gear to be housed in the 
right- and left-hand uprights respectively. 

The upper sheet holder ram moves below the 
main ram so that any tilt in the sheet holder, due 
to variations in the flow of the material during 
drawing or due to variations in the sheet thickness, 
is not transmitted to the drawing ram. 

On the standard machine, the sheet holder 
pressure is generated through the use of four 
differential pistons by the main ram in such a way 
that only 20 per cent of the sheet holder pressure 
has to be subtracted from the main ram pressure. 
This arrangement is extremely satisfactory and 
eliminates the need for a separate pump for the 
sheet holder. The pressure in each of the four 
cylinders is controlled independently, which is a 
particularly useful feature when drawing irregu- 
larly shaped components. 

By operating changeover valves, the sheet holder 
cylinders can also be connected to the main pressure 


circuit, and it is thus possible to operate the press 
as a single-, double-, and treble-action machine. 

The machine to be exhibited, like ail the SMG 
double-sided presses so far installed in the U.K., 
is fitted with an E.S. photo-electric guard which 
incorporates a scanning beam so that the area to be 
guarded is covered completely without any gaps. 
A special advantage of the guard is that it does not 
require careful aligning and is extremely robust. 
In the unlikely event of failure in the guard, it can 
only be to safety, and in addition to this the guard 
is fitted with a self-monitoring device by which 
before every stroke of the press the guard must 
respond to a test (normally obtained by feeding a 
component). if it does not respond, it will not be 
possible to run the press. 

The machine will also be fitted with a number 
of other useful and interesting devices, most of 
which are part of the standard equipment. Timers 
are fitted with which pressure can be applied for up 
to 10 seconds at the bottom of the stroke, and the 
ram can be made to rest up to 10 seconds at the top 
of the stroke when continuous running has been 
selected (on a press with guard it would in any case 
not come down until the blank has been put into 
place). Thermostatically controlled oil heating 
and cooling is provided. A collector pump collects 
all hydraulic oil (which is also used for lubrication 
at the bottom of the press and pumps it back into the 
system. A scale is fitted to show the position of 
the ram. 

A most useful feature is the provision, in addition 
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to the electro-servo swinging mechanism for the 
pressure and speed control of the axial piston pump, 
of a manual servo swinging mechanism for the 
pump, with which the ram can be moved with a high 
degree of sensitivity for setting purposes. 

The Schuler double-sided C-frame power press 
to be shown (Fig. 42) is a 125-tons capacity with 
reduction gearing. The machine is one of a range 
which has recently been extended to models 
varying trom 25 to 315 tons in capacity, and which 
includes inclinable machines, machines with and 
without reduction gearing and presses with adjust- 
able table. 

The main feature of all the machines in the range 
is the provision of an extremely robust and effective 
friction plate clutch which offers virtually instan- 
taneous response. With this clutch the press can be 
brought to rest in any position during the downward 
stroke, and the cut-out position for the instant 
stop action during the stroke and also the top 
stopping position of the crankshaft are adjustable 
by means of dials. The latter feature enables the 
press to be stopped in the highest position of stroke, 
even when use is made of the stroke adjustment and 
a stroke between the maximum and minimum has 
been selected. This dial adjustment is linked to a 
commutator cycle control circuit and the whole 
system is ideally suited for operation in conjunction 
with automatic inteed and outfeed equipment, 
location and ejection check devices, indexing feed 
mechanisms, etc. 

Roll feeds can be supplied for these presses, 
and special provision is made for these in the 
standard design as shown by the photograph. The 
roll feed shown is also fitted with a levelling attach- 
ment on the infeed side and a scrap shear on the 
outfeed side. 


43.-_Schuler transfer press 
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The Schuler high-speed notching machine, 
Model MNu 360 to be exhibited is the smallest 
machine in the range which has recently been 
extended to five models for stator outside dia- 
meters up to 88 in. The speed is variable up to 
1,000 strokes per min. and the capacity 2,000 kg. 
The maximum blank dia. which can be used is 
14.2 in. 

The machine shown is fitted with automatic 
saddle adjustment for notching the laminations 
for conical rotors and stators, and engagement is 
pneumatic to reduce operator fatigue. 

An SMG trimming machine also to be shown may 
be employed for trimming drawn components of the 
most varying shapes economically using simple tools 
and a few attachments which can be employed for 
a wide range of work. Drawn components of widely 
varying sizes may not only be trimmed but also 
formed or provided with a bead. In many cases, 
these further operations can be combined with the 
trimming operation. 

Depending on the shape and size of the com- 
ponents, it is possible to handle up to 500 components 
per hour. 

The spindles which support the cutters protrude 
perpendicularly from a horizontal table. A fan-type 
cover over the opening in the table prevents shavings 
or dirt from falling through into the machine. 
One of the spindles is fixed in position while the 
position of the other can be adjusted by means of a 
handwheel, and it can further be pushed towards 
the fixed spindle by means of a pneumatic cylinder 
which incorporates a pneumatic brake. Both 
spindles are driven through a single gear which 
incorporates a hollow-shaft differential so that 
the peripheral speed of the cutters is synchronized 
automatically even where the cutter diameters 
vary. 

A brake motor and an infinitely variable V-belt 
drive enable the spindle speeds to be selectcd to 
suit the work in hand, and the spindles can be 
brought to rest after each operating cycle. 

The spindle movement is controlled through an 
electro-magnetic valve either by means of a two-hand 
engagement or foot pedal switch. A second 
electro-magnetic valve connected through a timing 
switch is provided for the operation of pneumatic 
clamping devices which may be required. 

It is possible to mount the machine frame on 
rollers and depending on the shape and size of the 
drawn components, one of a number of methods 
of working can be selected. For these, one of a 
variety of special attachments are employed which 
can be used for a wide range of applications. 

Working can be done with a shaped cutter, or a 
round cutter and round components can also be 
dealt with. 

Other Schuler machines on the stand will be a 
transfer press (Fig. 43) (Model Pst 160/11 /360) an 
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extrusion press (Model X200) and a thread rolling, 
trimming and beading machine (Model X200). 

Two Erichsen testing machines, Models 129 and 
130 will also be on the stand. 

The fully-automatic testing machine, Model 130, 
is supplied in three versions for 12, 20 and 40 tons 
drawing pressure. In each case the drawing 
pressure range is sub-divided into three sections 
so that accurate test results can be obtained trom 
the thinnest to the thickest sheets. The 12-ton 
model can be employed for the fully-automatic 
Erichsen Cupping Test to the following standards : 
Draft ISO/R 209, Euronorm 14-58, DIN 50 101, 
NF A 03 602 and NF A 03 601 (Persoz). The 20- 
and 40-ton models can be employed in addition 
for automatically carrying out the internationally 
proven deep-drawing cup test (including the Swift 
test), and also the deep drawing bore expanding 
test (KWI) as introduced by Siebel and Pomp. 

All that is necessary is to insert the sheet-metal 
specimen and to operate a press button, and then 
tear off a paper ticket on which the test result is 
printed. The new testing machine carries out 
the following operations fully automatically in the 
shortest possible time : Clamping of specimen under 
pre-set constant sheet holder pressure—deep draw- 
ing at a preselected drawing speed—stopping of 
drawing punch at specimen failure—registration of 
depth value by means of counter and printing unit 
on paper ticket—return to starting position— 
release of specimen—switching off of complete 
drive. 

The testing machines, Model 130, for 20- and 
40-tons maximum drawing pressures, may be 
equipped with hydraulically-driven blanking press 
attachment of 40- and 100-tons pressure respec- 
tively, to stamp out the circular blanks needed for 
the deep drawing cup test. 


Radio Heaters Ltd. 
Stand 72, Grand Hall, Ground Floor 

A 30-lb. vacuurn melting furnace will be a work- 
ing exhibit and will be shown melting steel in 
conjunction with a 50 kW. medium-rrequency 
generator working at about 5 kc’s. The vacuum 
furnace will normally operate at a pressure of about 
10-* mm. Hg but the vacuum equipment is capable 
of giving a vacuum of 10-° mm. Hg. Single or 
multiple moulds can be provided in the chamber and 
the crucible is arranged so that pouring can take 
place whilst under vacuum. Facilities are also 
incorporated for adding various alloys. Observation 
windows are also provided. 

The Radyne MT.1 vertical shaft hardening unit 
will be shown working in conjunction with a 
Radyne type C.240 25 kW. induction heating 
generator and a 2-station output changeover switch. 
The unit is designed to surface harden shafts and 
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similar components by traversing them through 
a single turn inductor and quench ring. 

The shaft to be hardened is held between free 
and driven centres which are mounted on a carriage 
moving up and down on a Dexter linear ball slide. 
The carriage motion is provided by a lead screw 
and a d.c. motor. The speed of this motor and 
consequently the traverse rate is controlled elec- 
tronically by a Heenan and Froude Heenatron 
unit. Cam bars with adjustable cams are provided 
so that a hardening programme can be set up to 
suit the particular component. A demonstration 
will be given of progressive hardening. 

A demonstration of Stellite facing for various 
types of engine valves will be shown working in 
conjunction with a Radyne type C.240 25-kW. 
induction heating generator. The process will be 
automatically programmed by means of process 
timers and a photoelectric cell working in conjunc- 
tion with an electronically controlled servo- 
mechanism. This demonstration is being arranged 
in conjunction with Deloro-Stellite Ltd. who are 
arranging the supply of Stellite material, etc. 


The R.J.H. Tool and Equipment Co. Ltd. 
Stand 325, Grand Hall, Gallery 

A full range of grinding and polishing machines 
will be exhibited on this stand, and these will 
include: 10-in., 12-in., and 14-in. double-ended 
pedestal grinders ; double-ended buffing spindles; 
carbide tool grinders; abrasive belt sanders ; 
backstand idlers ; self-contained backstand mach- 
ines. 

Many of these products are well known but new 
additions, not shown previously, feature the 
“ Trim Tool ” grinder mounted on a pedestal and 
complete with its own coolant system, with either 
diamond lap or green grit wheel suitable for carbide- 


Fig. 44, 


**Fumbo”’ self-contained backstand machine 
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tipped tool finishing. This unit, which is very 
moderately priced, is ideal for any small engineering 
workshop, technical school or maintenance depart- 
ment. 

A new design of the “ Jumbo ” self-contained 
backstand machine (Fig. 44) will also be shown. 
This machine will accommodate two 136 in. by 4 in. 
belts, and will be powered by a 4-h.p. motor at 
1,500 r.p.m. or 6-h.p. at 3,000 r.p.m. with vee rope 
drive to main spindle, A range of speeds can be 
offered to suit different types of work. The main 
feature of this new design will be the guards which 
will be an integral part of the machine body, as 
also the dust exhaust trunking. Easy and quick 
belt tension and tracking facilities are provided 
and it is claimed that most off-hand grinding and 
polishing operations can be speeded up by using 
this method. Typical of the wide variety of jobs 
which can be done on backstand machines are : 
cutlery, garden tools, fettling castings, cleaning 
welded joints, polishing bumper bars and other car 
fittings prior to plating, plastics, rubber and leather 
products, etc. 


Both the above machines will be shown in 


operation, and visitors are invited to bring their 
own workpieces along for demonstration. 


Rockwell Machine Tool Co. Ltd. 
Stands 48 and 52, Grand Hall, Ground Floor 
Stand 508, Empire Hall, First Floor 

The exhibits of this company will total over 50 in 
number. The company are agents for British 
CLEARING presses, and a single-action two-point 
suspension 300-ton machine will be shown as 
representing the range. This machine, which has 
a bed size of 60 in. front to back by 84 in. left to 
right, will incorporate a Tornadyne clutch and 
brake unit. 

From the range of British-built U.S. Tool Co. 
design press-room equipment a complete set of 
coil cradles, stock straighteners, feeds and scrap 
cutters will be shown. Available from this range 
are precision slide feeds, operated by the press 
crankshaft, slide feeds for very long pitches with 
independent motor drive, cycling feeds, plain and 
automatic stock reels, stock oilers and wipers, 
scrap cutters, plain and power-driven stock straight- 
eners, inclined automatic coil cradles, combination 
automatic coil cradle and stock straighteners, 
centralizing stock reels and a multi-roll economy 
coil cradle. 

Two British-built “‘ U.S.” multi-slide machines 
are also to be exhibited, viz.: the No. 35 and the 
No. 128. The No. 35 has a maximum length of 
feed of 13 in. and can take stock up to 3 in. wide 
and 4 in. thick. The No. 28 machine has a feed 
(max.) of 8 in. and can form stock of 1} in. wide 
and , in. thick. 

A further interesting machine will be the SACK 
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and KIESSELBACK hydraulic 630-ton cold hobbing 
press for producing dies. In this process a hardened 
master punch is forced into a solid workpiece, to 
produce a die the shape of which is such as to 
require little or no subsequent machining. The 
punch while penetrating into the die material, 
displaces same and at the same time strain-hardens 
the die material. 

The hobbing press to be shown is intermediate 
in the range available, the lowest capacity machine 
being rated at 180 tons and the highest 2,500 tons. 
These presses are built as upmoving types with 
enclosed cast-steel frames. The pump unit is 
separate from the machine, and is designed to allow 
rapid closing of the press ; changeover from high 
to low piston speed is automatic and there is fine 
adjustment of the low hobbing speeds. These 
presses are also made as combined hobbing and 
coining types. 

From the range of THIEL machines, five are to be 
shown, including the 115 precision filing and sawing 
machine, which can be used for many jobs including 
press tool making, sheet metal work, etc. These 
machines can also be used for machining tungsten 
carbide. Some features included in the design 
of the machines are: infinitely variable drive, 
infinitely variable stroke while the machine is 
running, speed of stroke infinitely variable while 
the machine is running, table can be inclined 
through 15 deg. in four directions, magnifying 
optics, lighting, chip blower, copy-filing attachment, 
etc. 

The British built “‘ BEER ” drawing die grinder 
and polisher will be included in the exhibits. 

This machine operates with an endless abrasive 
band which runs over the driving pulley and is 
guided through the die aperture by means of the 
guide rollers on the upper bracket. The two guide 
rollers are vertically and horizontally adjustable 
so that the abrasive band will follow any curve or 
radius in the die aperture. The lower guide roller 
is mounted on acolumn below the rotary table and is 
interchangeable with larger or smaller rollers to suit 
the die. The column, which is spring-loaded to 
ensure uniform tension, can be raised after un- 
locking the clamping lever on the bottom right- 
hand side of the machine to permit easy replacement 
of the abrasive belt. 

The drawing die is held in an adaptor plate on 
rotating table which runs on ball bearings and is 
driven by V-belt. The table bearings are lubricated 
through the oiler provided. The large pulley 
carrying the abrasive band is driven directly by 
the motor, which also imparts the rotating table 
drive through a worm and wormwheel in the back 
of the machine. It is advisable to drain and refill 
the wormgear with new oil periodically (every six 
months approximately). 

Three table speeds are available by removing 





SHEEI 


the cover on the back of the machine and changing 
over the V-belt on the stepped pulley. The high 
speed of the abrasive band, and the slow rotation 
of the table ensure grinding and high polishing 
quality in the direction of the draw in the shortest 
possible time. 

The workpiece is satisfactorily illuminated by the 
built-in table light which is operated by the main 
switch on the right-hand side of the machine. The 
table rotation and abrasive band drive are switched 
on and off by means of the push button switches. 

The machine is designed to polish and lap not 
only round dies but also square, hexagonal, octago- 
nal, oval and rectangular apertures. In the case 
of rectangular apertures with ratio of length to 
width greater than 3 to I, it is necessary to disengage 
the table drive by removing the V-belt. The die 
is then guided by hand against the abrasive band 
just as filing is done on a filing machine. 


Shell-Mex and B.P. Ltd. 
Stand 615, Empire Hall, Second Floor 

A demonstration of the stability tests to which 
Shell soluble cutting oils are subjected will be a 
feature of the company’s stand. 

Although tests of this kind have been the estab- 
lished practice for soluble oils in the company’s 
laboratories for many years, two test rigs will be on 
show on the stand for the first time. One will show 
the stability of a good quality emulsion. The 
other will show, by comparison, the effect of a 
soluble oil having a lower emulsion stability. 

The tests will be related to the Shell Dromus 
soluble cutting oils, an improved range of cutting 
oils which the company placed on the market in 
1959. These new grades contain an improved 
coupling agent to facilitate the formation of a stable 
emulsion when the oil is mixed with hard or soft 
water. The result is that the oils do not possess now 
the odour of disinfectant normally associated with 
soluble cutting oils. They are, for this reason, more 
acceptable to machine operators, particularly women. 
Another advantage is that since these oils do not 
have a conventional phenolic coupling agent there 
is no irritant in the emulsion which is likely to 
cause skin troubles. 

One of the test rigs will demonstrate other merits 
of the oils. They do not separate into constituents 
after standing. Another factor is that when added 
to water of varying hardness they form a stable 
emulsion quickly and smoothly. 

Each of the two test rigs will be subjected to the 
same degree of pumping and it will be seen that, 
when agitated, the oils do not foam excessively. 


Sciaky Electric Welding Machines 
Stand 5, Grand Hall, Ground Floor 

Sciaky Electric Welding Machines Ltd., announce 
a new-type four-channel spot-welder control, of the 
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fully synchronous, digital type. The control is 
claimed to eliminate transients and, therefore, gives 
a considerable reduction in power demand. Named 
“Synchro-spot,”’ the unit is suitable for use with 
any spot or projection welder. 

The claimed advantages to be gained from the use 
of synchronous controls are numerous, and include 
the remarkable ability of this control to permit 
welding at speeds in excess of 750 spots per min. 
Even at these high speeds each weld time can be 
guaranteed 100 per cent accurate. The use of 
such accurate controls eliminates a large percentage 
of the extra spot welds which are normally added 
to a component to provide the “ safety factor ” 
margin which is required when operating with non- 
synchronous controls. 

Duty cycle is improved, electrode tip life is 
considerably extended and indentation, burning and 
marking of the material is greatly reduced. Manu- 
facturing specifications can, therefore, in many 
cases be improved and considerable economies 
effected. 

Phase-shift heat control is a “built-in” feature 
and this unit eliminates tap changing and enables 
critical weld settings to be obtained. 

The “ Synchrospot” is a completely  self- 
contained spot or projection welding control for 
single weld or auto-continuous operation and i 
suitable for either static or portable machines or for 
wall or floor mounting. 

The control is composed of a 4-stage dekatron 
timer, a heat control and an ignitron contactor 
all housed in a strong, fabricated cabinet, occupying 
a floor area of only 12 in. by 18 in. The dekatron 
timer and the heat control are each contained in 
separate chassis, with all connexions made through 
plugs and sockets. These chassis are mounted on 
slides for easy removal. 

Controls permit four synchronous time ranges 
of 1 to 90 cycles each for squeeze, weld, hold, and 
off and contains the complete machine control 
circuit including all initiation relays and air valve 
rectifiers. 

All control dials and switches are visible through 
a perspex window with a separate lock for setter’s 
use while the ignitrons and main connexions are 
protected by a locked door for the use of main- 
tenance personnel. 

By the use of Dekatron timing and stepless heat 
control this equipment is capable of making very 
high quality spot welds at speeds of a single weld 
up to 750 spots per min., while the compact design 
of the cabinet renders it eminently suitable for 
service where floor space is at a premium. 

Also on this stand will be resistance welding 
machines including, spot, seam, roll-spot, projec- 
tion, butt, flash-butt and portable welders from 
the company’s wide range. 
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Scottish Machine Tool Corporation Ltd. 


Stand 117, National Hall, Ground Floor 

On this stand will be shown a new design of 
planing machine which incorporates a number of 
departures from the conventional arrangement. 
Of these perhaps the most radical has been the 
adoption of the closed loop type of Ward Leonard 
drive which gives a greatly improved performance 
over the conventional open loop system. The 
most significant features of this drive are:— 

4) Increased horsepower available at the tool for 
high-speed machining. 

The constant torque rating does not cease at half 
speed but extends right up to maximum speed thus 
making considerably more power available. 

2) A quicker acceleration to the selected cutting 
speed and a quicker deceleration at the end of the 
stroke both contribute to a shorter cycle time. 

3) Controlled torque during reversal provides 
shockless drive to the main transmission. 

4) The selected cutting speed is more accurately 
maintained irrespective of the load of the cutting 
tool. 

5) Simplified circuits reduce maintenance. 

6) Wider range of speeds extending up to 
approximately 50:1 ensures that the right speed 
is available for every job. 


Advantage is taken of the wide speed range 
available by fitting a milling head designed to work 
with feed rates that are available from the low-speed 


range of the driving motor. This milling head 
is of simple but efficient design and by using a 
small cutter rotating at a very high speed it is able 
to transmit 20 to 25 h.p. on even the smallest 
planer and so achieve a rapid rate of metal removal. 
The compact design of the head allows it to be 
mounted on the normal tool box slides of the planing 
machine from which it can be easily removed when 
planing is to be done by the second tool box. 

The steel shaft carrying the rack worm has been 
increased in diameter and an improved bearing 
arrangement has been designed. The table moves 
on flat ways and is guided between the inner lips 
in order to obtain a long narrow guide for accurate 
motion while still retaining the broad bearing 
surfaces necessary for supporting heavy jobs 
without appreciable wear. The driving worms and 
the table ways are all lubricated by an independently 
driven pump. The oil which it circulates passes 
through filters and a magnetic separator before 
returning to the tank. The bed ways are completely 
protected from dirt and cuttings over their entire 
surface irrespective of the table position. 

The uprights are of lattice ribbed construction 
to provide the maximum stiffness on heavy duty 
work. The deep crossrail carries at the end remote 
from the operator the feed motor and feed gear box 
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in which a system of electro-magnetic clutches is 
employed to enable the operator to select the 
required working range. Within each range the 
speeds are infinitely variable. 

The tool boxes are of a revised design and 
incorporate an improved arrangement of the sole- 
noid-operated tool-relieving mechanism. 

A wide range of controls are available to the 
operator on the pendant carrying 11 pushbuttons 
and the special emergency stop (which besides 
stopping the machine, will also shut down the 
motor generator set). The other controls for the 
selection of cutting and return speed, feed rate, etc., 
are mounted in a panel secured to the side of the 
upright nearest to the operator. 

Also on show will be a CRAIG and DONALD 
250-ton two-point mechanical press 45 in. wide 
having a stroke of 8in. This machine (Fig. 45 
is of standard design and is suitable for either 
blanking, forming or deep drawing work. 

The press frame is of all steel welded construc- 
tion suitably ribbed to provide stiffness in all 
directions 

The main drive is transmitted by solid eccentric 
shaft which is supported on bearings extending 
right up to the eccentric pins. This gives great 


Fig. 45.-Craig and Donald 250-ton mechanical press 
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rigidity to the shaft, eliminates spring at maximum 
load, and permits a design of bearing which virtually 
eliminates lip wear. 

The large oversize screws and nuts in the slide 
ensure that the bearing pressures in the screw 
threads are kept very low, while the large diameters 
of these members give a very favourable distribu- 
tion of the load throughout the slide structure 
The slide is pneumatically counter-balanced and 
the adjustment is motorized. A special feature 
of the machine is the micrometer dial on the slide 
for very fine setting of the slide without difficulty. 
The slide moves between narrow guides in the main 
frame which is bronze-lined and provided with 
taper gib adjustment. 

An air-operated clutch and brake unit is fitted, 
the brake being spring-loaded so that in the event 
of a failure in the air supply the press will stop 
immediately. The operation of the machine is 
controlled by pushbuttons and a safety device is 
incorporated to prevent a second stroke if the 
“run” button should jam owing to mal treatment. 
A key switch is also provided for controlling the 


motorized slide adjustment so that the setting cannot 
be changed by unauthorized persons. 

The machine is provided with power-operated 
high pressure oil pump, and indicators are fitted 
in each line so that the individual feed rates can be 
examined. The connecting rods and slide adjusting 
mechanism work in separate oil baths. 


Smart and Brown (Machine Tools) Ltd. 
Stand 305, Grand Hall, Gallery 

From the wide range of machine tools on show, 
which will include toolroom lathes, automatic 
lathes, micro-lathe, grinders, etc., the exhibits 
of interest to readers of this Journal will be the two 
bench-type toggle presses. These are the Model 
H-3, l-ton capacity, and the Model H-5, 2-tons 
capacity. The former has a stroke of 1 }) in., a 
daylight of 3} in. max. and a work-base area of 
1} in. by 8 in. The larger model has a stroke of 
2% in. and a table area of 6 in. by 10} in. Fig. 46 


shows the general design of these machines. 


Soag Machine Tools Ltd. 
Stand 29, Grand Hall, Ground Floor 

Of particular interest on the company’s stand 
will be the GILLY roll turning lathe, Model 
[CAC 30 VC. These machines are available with or 
without copying equipment. On copying machines, 
the Heid attachment is used for reproducing work of 
the highest standard in respect of accuracy and 
finish. The height of the centres is 14? in. with a 
maximum admitted diameter of 212 in. The 
distance between the centres is 118 in. and the 
maximum admitted weight between the centres 
of 4 tons. There are 16 spindle speeds ranging 
between 1.2 to 36 r.p.m. driven by a 35-h.p. main 
motor, with a 2-h.p. feed motor. 

Another machine on show will be an M. R. and P. 
multi-slide forming machine for the manufacture 
of articles made from wire and strip, Model UB3. 
Only one machine of this range, for wire diameters 
up to 11 s.w.g. and strip up to 19 32 in., can be 
shown. Its main feature is the vertical arrangement 
of the slides, a design which has thoroughly proved 
itself in practice. The main technical advantages 
are, direct and positive operation of the bending 
slides, clear arrangement and simple design of the 
tools and accurate infeed, high output and little 
floor space to accommodate it. 

Also on view will be the special high-speed, wire 
straightening and cutting off machine for electrodes, 
Model RAE6, being shown for the first time in 
England. It is intended for cutting electrode wire 
from 0.08 in. to 0.24 in. diameter and from 8 in. to 
20 in. in length. 

The company are also showing an M.R. and P., 
Torrington universal spring making machine, 
Model W11A, also for the first time at an exhibition. 
High output, low maintenance costs, an ingenious 
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rilly roll turning lathe Model TCAC 30 V( 


design and universal application are the main 
claims for this model. In addition, easy setting, 
a clearer arrangement of the controls and simplified 
construction, result in a larger production capacity 
and an increase in accuracy. Model W-11A is 
suitable for the automatic production of all types 
of spring of the compression or extension type, 
with or without closed ends and with left- or right- 
hand coils. Cylindrical, single or double taper 
springs, as well as simple rings can all be produced. 
By means of an attachment it is also possible to 


produce torsion springs with straight tails, with 
open or closed pitch windings and in a variety of 


shapes. Other attachments increase the working 
range of the machine and enable universal applica- 
tion. 

The wire is drawn from the coil stand by two 
pairs of feed rollers and pushed into the coiling 
tool through suitable guides. It is then formed into 
the required spring and cut off after completion. 
When producing formed springs the coiling 
mandrel and the pitch tool are controlled by easily 
adjustable cams. 

The drive is through a stepless, variable gear 
with handwheel control, to allow adjustment for 
maximum output on every wire diameter and size 
of spring. The drive to the feed rollers is through 
a segment gear driven by crank plate, again pro- 
viding infinitely variable adjustment of the wire 
length, which is easily effected on the cam. Mach- 
ines incorporating this type of feed drive are known 
as segment machines, as opposed to spring coiling 
equipment working with a controlled clutch. The 
segment gear drive of the feed rollers results in a 
higher output and more accurate wire lengths. 
~ No special coiling plates or accessories are 
required for right- and left hand springs and change- 
over is therefore, simply and quickly accomplished. 
All adjustments respecting the diameter and the 
pitch can be made while the machine is running. 

To extend the working range of the machine and 
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multislide forming 


to increase the accuracy and output on certain 
springs, a number of attachments have been 
designed to supplement the standard equipment. 


Startrite Machine Tool Co. Ltd. 
Stand 430, National Hall, Gallery 

Startrite Machine Tool Co. Ltd., have now com- 
pleted U.K. marketing arrangements for the Dutch 
made METALIN fully-automatic bandsaws. Hori- 
zontal bandsawing, as a method of providing blanks 
from solids, tubes and profiles, has gained rapidly 
in popularity in the U.K. because of its distinct 
advantage in cutting times, tool life and material 
saving over reciprocal sawing methods. Reduced 
operator fatigue and lower horsepower require- 
ments are further features inherent in horizontal 
bandsawing. 

For medium to long run production of blanks 
the fully-automatic Metalin bandsaw provides 
automatic control to all functions. 

Once the machine is set-up for a given stock and 
cut-off length the machine will automatically 
produce any pre-set number of blanks. Operator 
attention is limited to removing blanks from the 
container and loading fresh stock. Apart from the 
saving of operator effort and time, the production 
of blanks is considerably faster than with manual 
control. Cycle time is from 6 secs, to 20 secs. 
according to stock diameter and blank size. 

The Metalin fully-automatic bandsaw operates on 
an electro-hydraulic system which with its auxiliary 
relays is housed in a separate console with control 
panel. The relays and magnetic valves are actuated 
by micro-switches positioned at limit points on the 
machine 
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Fig 50 
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‘Wespa”’ band- 


“* Sabre” 


bandsawing, filing and polishing 
machine 





All auxiliary relays, fuses, hydraulic pump, pump 
motor and reservoir are separately housed in a 
console with easy access through inspection doors. 
Flush mounted switches are mounted into the 
control panel of this unit. 

The heavy-duty hydraulic cylinder serves a dual 
purpose ; under pump pressure it acts as a lifting 
jack for the main frame and, without pressure, 
as a check against the gravity feed of the main 
frame. This hydraulic check is infinitely variable 
from a remote control through a needle valve and 
an outstanding feature is an in-built relief valve 
system operated by overload through pressure 
on the rear guide housing. If, for a given stock, 
the feed is too great, pressure from the blade 
against a spring loaded ball thrust roller, closes 
the valve to give momentary relief to the feed until 
balance is achieved. By this system, blade life 
is increased, more accurate cutting is achieved and 
optimum cutting time for any given stock is 
obtained. 

The blade guides are of the solid block type, tung- 
sten carbide faced and fully adjustable to ensure an 
accurate 90 deg. angle to the vice bed. Thrust 
is taken up through spring-loaded ball bearing 
rollers. The guides are mounted to solid guide 
posts, keyed to ensure accurate initial setting and 
to facilitate blade changing the guide housings and 
posts pivot away. 

The cutting power is supplied from a 1-h.p. 
three-phase motor, totally enclosed fan cooled type, 
with interchangeable four step pulleys giving a 
selection of seven operating speeds 65, 100, 130, 
165, 210, 275 and 410 ft. per min. Transmission 
from the machine pulley to the driven band wheel 
is through worm and wheel gearing, oil bath lubri- 
cated. Band wheels are solid cast pattern, 16 in. 
diameter mounted on heavy-duty ball bearings. 


The machine will operate stock up to 12 in. dia- 
meter and rectangles 11 by 14 in. The length of 
off-cuts is variable from zero to 20 in. to an accuracy 
of 0.010 in. The machine operates with a bandtool 
1 in. wide by 143 in. long by 0.35 in. thick and special 
quality high-speed steel tools are available for 
working the tougher types of high tensile and 
stainless steel. Selected cutting oils are supplied 
to suit these varying applications. A welding unit 
with grinder, cropper and annealing controls can 
be provided as extra equipment. 

Also being shown are the ““ Wespa ”’ sliding-table 
bandsawing, filing, polishing and friction cutting 
machines (Fig. 49). 

Available with 36 by 25 in. throat capacities 
“ WESPA” Bandsaws are of modern closed- 
pattern construction. The maximum thickness 
of work accommodated under the tool guides varies 
from 14 to 20} in. according to model type. The 
Bandtool frames are fabricated from heavy-gauge 
steel plate and two sizes of sliding table 24 by 24 in. 
and 30 by 38 in. are provided. These precision 
machined cast iron tables incorporate four “ T ” 
slots for the bolting down of workpieces or work- 
holding fixtures. 

The tables are arranged to slide over steel balls 
in hardened and ground ways. Movement of the 
table is through hydraulic system and pump or 
by handwheel and screw according to machine type. 
The hydraulically-operated table stroke can be 
regulated to provide pressures varying from zero 
to 215 lb. per sq. in., according to size and machin- 
ability of the work. The table hydraulic feed is 
adjustable from 0 to 10 ft. per min. through hand- 
wheel control, and the feed pressure selected is 
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indicated on a pressure gauge. Contour sawing 
to layout lines is easily carried out with the work 
advanced by hydraulic table power feed. Direc- 
tional control is achieved through a handwheel 
which actuates the work holder via guide chains. 
A circle cutting device can also be used in con- 
junction with the table power feed and in this case 
the sawing is automatically effected without layout 
lines. Tables are mounted on heavy trunnion 
castings providing two-way or four-way tilt; 
easy action is ensured by ball mounting of segment 
pieces. Quick-action positive table locking can be 
effected in any position—the table sliding action 
is operative in canted positions. All models 
include sub-tables for supporting the work to full 
extent of the machine throat. 

The band wheels are cast-iron members, with 
rubber bonded types. All band wheels are mounted 
on sealed for life ball bearings. Machines with 
stepless speed ranges of 40 to 10,000 ft. per min. 
are equipped with light metal disc pattern band 
wheels. The upper wheel is slide mounted on 
precision machined ways with compensator spring 
for blade tensioning. Blade tracking is effected 
by handwheel and screw. 

Machine transmission is through totally enclosed 
two-speed gear box incorporating oil immersed 
hardened and ground gears. Transmission also 
includes a 10:1 variable speed drive with spring 
expanding and mechanically adjustable pulleys. 
A wide heavy duty V-belt is used for transmitting 
maximum power. Handwheel for speed adjust- 
ment and gear change are grouped together for 
easy manipulation. Two steplessly variable speed 
ranges of 50 to 5,000 ft. per min. and 40 to 10,000 
ft. per min. are available with tachometer reading. 

Guides are of precision “V”’ pattern using 
hardened inserts for lateral blade control and ball 
mounted rollers to take blade thrust. The tool 
posts are designed for easy fitment of friction- 
cutting roller guides, band file holders, 45 deg. and 
90 deg. angled cut-off guides, polishing band 
supports and spiral blade guides. 

Standard guide take blades | to } in. wide and 
special guide pieces are available to accommodate 
blades up to | in. wide. Mounted in precision 
ground slide blocks the tool posts are adjusted by 
handwheel and screw. The upper tool post is 
hydraulically moved and locked on models fitted 
with hydraulic feed tables. 

All models incorporate in-built flash welding 
units with annealing controls, band thickness gauge 
and motorised grinder. An air applicator is mounted 
on the upper tool guide which can also be utilized 
for coolant application on machines equipped with 
coolant pump, tank and accessories. Models 
without coolant equipment can be fitted with a drip 
applicator or oil mist applicator including a small 
motor and compressor. The job selector indicates 


439 


INDUSTRIES 


correct tool, feed and speed for sawing, filing and 
polishing 48 different industrial materials. 


All machine controls are grouped for easy opera- 
tion and large hinged doors facilitate lubrication 
and maintenance. An adjustable table lamp and 
magnifying glass are provided. A special table 
support is available when operating extra heavy 
work and hydraulic brakes are applied to the band 
wheels by foot pedal. 

The machines are fitted with motor units varying 
from 2 to 7.5 h.p. with isolator and overload 
protection starting gear 

Another interesting exhibit on this stand is the 
“* Sabre ”’ bandsawing, filing and polishing machine 
Fig. 50, the latest addition to the “Startrite”’ range. In 
contrast to the cast construction of other models the 
‘* Sabre” is of welded steel construction. Fabri- 
cated from } in. to jj in. steel plate the main saw 
frame is an exceptionally robust unit designed to 
provide optimum support during all types of 
bandsawing applications. 

With a throat depth of 20 in. it has a maximum 
distance of 8 in. between the surface of the table 
and the adjustable upper blade guides. The 
23 by 23 in. cast iron table is accurately machined 
and a “‘ T” slot is provided in the front face for 
mounting various arrachments including a rack 
and pinion work feed device. The robust table 
mounting unit allows tilt in four ways—45 deg. right, 
10 deg. left, 5 deg. front, 5 deg. rear. A large 
aperture is provided allowing easy access to the 
under table guides, which can be arranged to 
protrude through the table, a facility which is very 
useful when awkward sections are being cut. The 
rack and pinion feed attachment may be fitted with 
a protractor head, or a work holder which facilitates 
the cutting of profile shapes. Compared with 
conventional types of screw feed the rack and pinion 
movement provides the operator with a more 
positive and sensitive control of the workpiece 
during the cutting process. 

The vertically-adjustable upper and lower guides 
provided as standard equipment are the subject 
of a patent application. Each unit can be readily 
set merely by turning a knob, to suit blades of 
various widths. For example, when a saw blade 
narrower than that previously employed is fitted, 
rotation of the knob in one direction causes the 
guide pieces which engage with the sides of the 
blade to be retracted so that they just clear the 
teeth, and a back-up roller is moved in the opposite 
direction to make contact with the back of the blade 
at the same time. ‘Two sets of guide inserts are 
fitted on either side of the ball bearing thrust roller 
to provide maximum lateral control of the band tool. 
Heavy duty guides can be supplied, also guides 
which twist the saw blade as it passes through the 
cutting area, so that when bar is being cut, the 
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throat offers no restriction to the length that can 
be handled. 

Other guides enable band-type files of flat or 
half-round section to be employed. The machine 


tool post is designed for rapid interchange of 


guide units for sawing, filing and abrasive band 
polishing. The upper tool post is counter balanced 
and adjusted to the work surface by handwheel 
through rack and pinion mechanism. 


The saw blades have a maximum length of 


130 in. and vary in width from } to 3 in. The three 
ball-bearing mounted bandrolls are 14 in. in 
diameter by 1} in. wide and are fitted with rubber 
bonded tyres. These wheels are interchangeable, 
and a spare unit will avoid the machine being out 
of action should a disc become unserviceable. 
Drive from the motor is by “ V ” belt and stepped 
pulleys and then through a totally enclosed two- 
speed gear box. This arrangement provides 10 saw 
speeds, which range from 65 to 3,700, or 47 to 
2,700 ft. per min., depending on the motor speed. 

Saw blade tensioning is carried out by means of a 
conveniently placed handwheel, and a dial gauge 
is provided to indicate the correct load for varying 
widths of blades. A butt-welding attachment with 
fully automatic settings and annealing controls is 
mounted in the main frame. Grinding and blade 
cropping units are also provided. This equipment 
enables blades to be made up from coil as required. 
It also allows interior cuts to be made in such 
things as die sets. The blade can be broken and 
threaded through a starting hole and then rejoined 
by means of the conveniently placed welder 


Charles Taylor (Birmingham) Ltd. 
Stand 119, National Hall, Ground Floor 

Well known as manufacturers of spinning lathes 
this company will be showing an entirely new 
machine, a 36-in. mechanical spinning lathe (Fig. 51). 
This lathe has been specially designed to withstand 
the heavy stress to which it is subjected in modern 
spinning operations. All castings are constructed 
to give the necessary rigidity to the lathe. 

The drive is from a 7}-h.p. motor mounted in a 
cabinet at the rear of the lathe. It is taken to a 
Churchill-Sturm hydraulic motor and thence to the 
headstock spindle by means of vee ropes. Infinitely 
variable spindle speeds from 0-900 r.p.m. are thus 
possible. The operating lever controlling the speeds 
is placed at the front of the headstock and is easily 
accessible for the operator. The drive permits 
simple starting and stopping of the spindle without 
stopping the main motor, and eliminates the 
necessity of an electro-magnet or mechanical brake. 

The spindle runs in taper roller bearings of the 
heavy duty type and is flanged to facilitate the 
mounting of the spinning chuck. An adaptor can 
be provided to accommodate screwed spinning 
chucks if required. The drive from the hydraulic 
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motor can be direct to the spindle for high speeds 
or through gears and friction clutch giving high 
torque for the low speeds. An oil pump is coupled 
to the drive and ensures automatic lubrication 
of all bearings in the headstock. 

A tachometer is placed on the front of the head- 
stock indicating the r.p.m. of the spindle. 

The back centre is a combined wheel and lever 
operated type permitting rapid advance to the 
spinning blank. Slots are provided in the casting 
in any of which the lever can be engaged allowing 
the handwheel and screw to come into operation 
and apply the final pressure to grip the blank. The 
barrel is very robust and is fitted with a revolving 
holder which will accommodate a centre or spinning 
plate. The revolving holder is provided with heavy 
duty roller and ball bearings to withstand the axial 
and thrust loads involved. A ratchet with lever, 
operating a rack and pinion, permits easy moving 
of the back centre up and down the sliding bed 
when required, thus saving physicai energy. 

The compound rest is mounted on a sturdy base 
and is designed to give rotary adjustment allowing 
the revolving side to be set in any position relative 
to the workpiece. The compound rest has a 
mechanical feed drive from a gearbox at the left- 
hand end of the lathe, through a telescopic shaft 
to a gearbox on the revolving slide. Ten rates 
of feed to the tool slide are available. A rapid 
return of the tool slide is incorporated. 

The compound rest can be operated by hand if 
necessary. 

A ratchet with lever, operating a rack and pinion, 
permits easy moving of the compound rest in 
and out when setting, thus saving time and physical 
energy. An emergency stop button is placed 
conveniently near the operating lever which will 
instantly stop the spindle and feed. 

The sliding bed is provided with mechanical 
adjustment through a separate motor, lead screw 
and nut. This has a double feature in that it can 
increase the width of the gap and accommodate 
a blank 6 ft. india. Also, it permits easy withdrawal 
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of the compound rest and back centre when it is 
necessary to move back into a new working position. 

A supporting roller which is adjustable for height 
is fitted at the extreme front of the extension to 
support the compound rest. This is an advantage 
particularly when engaged on spinning heavy 
gauge materials. It can be mounted on a suitable 
rail so that it can support the compound rest in any 
position. 

The electrical panel is totally enclosed in the 
cabinet at the rear of the lathe and is easily acces- 
sibie. Some further details of this machine are : 

Centre height above sliding bed, 22} in. ; depth 
of gap, 13} in. ; maximum width of gap, 33} in. ; 
maximum distance from spindle face to back 
centre, 56 in. ; maximum travel of sliding bed, 255 
in. ; maximum longitudinal traverse of tool slide, 
23} in.; maximum transverse traverse of tool slide, 
10 in. ; maximum sliding movement of back centre 
barrel, 19 in. ; maximum swing above sliding bed, 
45 11.; maximum swing above main bed, 72 in. ; 
rates of feed of tool slide per revolution of spindle, 
0.0075 in. to 0.18 in. (10 feeds). 

Other machines from the company’s range will 
also be on show. 





Vaughan Associates Ltd. 
Stand 64, Grand Hall, Annexe 

An interesting feature of the company’s stand is 
an ESSA Model BHA.30 high-speed up-stroking 
press (Fig. 52) equipped with an automatic tool 
changing device. The device is designed to 
eliminate the expensive skilled labour needed for 
tool setting, the complete change being done in a 
matter of minutes. 

The tools are pushed in or pulled out of the press 
on two tracks by means of hydraulic jacks. The 
new or re-ground tools are stored on the track which 
delivers them to a tilting table adjacent to the 
fixed table at the rear of the press. On the other 
side of the table is located the exit track for worn 
tools. When changing, the tool jack first moves up 
to the tool to be replaced, which is automatically 
unclamped, and pulled out of the press. 

The jack then moves up and pushes along the 
new tool located on the table as well as the old 
tool standing on the table. When this has been done, 
the old tool slides on to the exit track and the new 
tool is left standing on the table. The jack then 
pushes the latter into the press and returns to 
its rest position. Finally, the tool is centered 
automatically and locked in place by means of 
hydraulic clamping dogs. 

This automatic device makes it necessary to 
standardize the height adjustment of the tools, 
and is undertaken by the toolmaker before the tools 
are placed on the track. 

Two Jung machines will also be on show. 
Model H.30 is a rotary surface grinder, mainly 
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Fig 52. ESSA BHA. WO higi -speed up-stroking pres 


designed for grinding large quantities of small 
components. It feaures automatic cycling with 
controllable roughing and finishing rates and has 
interchangeable pole plates tor a 14 in. diameter 
table. No lubrication is required to the spindle 
and automatic lubrication for the slideways is 
another feature. The table is inclinable with column 
and table slideways of the vee type. The machine 
incorporates a wheelhead with rapid vertical travel. 

The other Jung machine, Model F.50.RD., is a 
precision surface grinder carrying a wheelhead 
mounted diaform. This machine is for accurate 
profile work with the diaform mounted on a speci- 
ally designed wheelhead, which requires no cooling 
sleeve since the spindle runs cold and has no growth. 
Wet and dry grinding equipment can be used, 
and an optical cross-setting device to direct reading 
of 0.005 mm. and an infinitely variable spindle 
speed are special features. The machine also has 
electro-magnetic chucks and electrically controlled 
hydraulic circuit for fine grinding. 

Another machine on show at the stand will be 
the Gack precision contour and punch shaping 
machine, Model K.15. It has a stroke of 6 in., a 
table cross movement of 6} in. and a maximum 
length of form when shaping curved necks of 4} in. 

The co-ordinate chuck permits a workpiece to be 
machined ail round its form in one clamping. 
When used with the optical measuring device, 
scribing or marking out is not necessary and parts 
do not generally require subsequent machining 
on the form. Optical projection equipment, showing 
the workpiece form magnified on a screen, can be 
fitted. 

The Schubert, Model WM.2, a precision flatten- 
ing machine will also be on show. This machine 
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takes a maximum workpiece size of 13.8 by 13.8 
in., the material thickness depending on the dimen- 
sions and tensile strength of the workpiece up to 
0.24 in. It has two roller carrying frames driven 
by a multi-spindle drive unit. The parts to be 
flattened pass between the two sets of rollers which 
are set so that as the material is fed in, it is subjected 
to reversed bending stresses. As it passes through 
the gap between the rollers increases so that the 
part is ejected in the flat condition. The machine 
can be operated by unskilled labour and can do the 
work of several skilled men. 

Two spark erosion machines, the Agie Models 
BL.6 and AB.1.5, also find space on this stand. 
Model BL.6, is a 6 kW. machine capable of stock 
removals well over 500 cu. mm. per min. It is 
specially designed for high precision tool making 
for drop forgers, die casters and press tool manu- 
facturers. Optical table movement and a wide 
variety of electrode servo-controlled movements 
allow very universal applications. The table is 
capable of carrying dies up to 2 tons weight. 
Pendant controls, rapid motion motors and high 
capacity dielectric pump lend themselves to fast 
setting-up and machine tolerances to Schlessinger 
jig-borer limits enable very high precision work, 
and surface finishes of 12 micro-inches are obtain- 
able. 

Model AB.1.5, is a small toolmaking machine, 
built in three units for table mounting. Fine control 
on all spark parameters enables the erosion of holes 
down to 0.004 in. The maximum erosion rate is well 
over 110 cub. mm. per min. and it has many 
accessories, including centering microscope elec- 
trode guide, collet holders and vacuum pumping. 
The inclinable workhead enables angled bores to 
be eroded. 


Edgar Vaughan and Co. Ltd. 
Stand 604, Empire Hall, Second Floor 


Exhibits include a very interesting range of 


quenching media, giving cooling rates varying in 
speed from one slightly slower than water to one 
giving half the speed of conventional quenching 
oil. Other products selected to indicate the efforts 
of the research and development departments are :— 

(a) A light-coloured neat cutting oil which has 
given high efficiency when used for machining 
operations on the most difficult materials. 

(6) A water-soluble grinding fluid—oil free, but 
giving complete corrosion protection to both ferrous 
and non-ferrous metals. 

(c) A dry film drawing compound giving heavy- 
duty drawing efficiency combined with protection 
of the stock and components during storage. 

(d) A range of hydraulic lubricating oils which 
give trouble free hydraulic service and complete 
elimination of “ stick slip.” 

(e) Fire-resistant hydraulic fluids which have 
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already compelled attention in all fields and pre- 
vented many fires in industry. 

f) A rust preventive incorporating water repell- 
ency, fingerprint neutralizing and long-term pro- 
tection, with fluidity and ease of application. 

These products can be discussed with a fully 
qualified technical staff at any time during the 
Exhibition. 

Also operating will be the company’s oil service 
for machine tool exhibitors throughout the 
Exhibition. To provide for the large quantities 
of metal cutting oils, lubricants and hydraulic oils 
required, a temporary oil store with handling and 
transporting equipment, manned by operatives 
specially skilled in this kind of work will be installed. 
For the convenience of exhibitors using the oil 
service, there will be a separate office on the stand. 


Thos W. Ward Ltd. 


Stand 55, Grand Hall, Ground Floor 

Among the various ranges of boring and milling 
machines, the company will be showing a number of 
press, shearing and cropping machines, of which 
the Gosmeta EPS 100 inclinable power press is one. 
Wards are sole agents in the U.K. for the whole 
range. In addition to the normal foot pedal control 
to the rolling key clutch, a reliable electro-magnetic 
two-hand control is incorporated. This gives a choice 
of five different methods of operation. The EPS 100 
has a maximum pressure of 100 tons, and strokes 
45 per min., adjustable {4 in. to 43 in. 

Five machines from the extensive range of 
“ Ficep ” billet, bar and plate shearing machines 
are also on show, for which the company are again 
sole U.K. distributors. The Model CCL 600 super 
alligator shear is a hand-operated machine with 
mild steel capacities of 2 in. (round), 1? in. (square), 
flats up to 6 in. by { in. beams 6 in. by 3 in. 

A universal, punching, shearing, cropping and 
notching machine (size 25) has the following 
capacities (mild steel). It will punch 1}-in. hole in 
l-in. plate, shear 8-in. by 1}-in. flats ; crop 7-in. by 
7-in. by ft-in. angles at 90 deg., 2?-in. round, 
2-in. square and notch }-in. plate. 

Model CGC billet and bar shears, is hand 
operated and has a capacity in mild steel cold up to 
34 in. diameter, 2}-in. squares, and 3}-in. rounds. 
This machine is double geared, incorporating shear 
pin projection, and carries an adjustable back gauge. 

Type No. 3 of the Colt shearing machine incor- 
porates a notching unit that will notch | }-in. wide 
in is-in. M.S. plate, angles and tees up to 2 j-in. 
by }-in. and 4-in. joists and channels. Capacities 
(common with types 1 and 2) are: rounds 1 }-in., 
squares 1}-in., 3-in. plate, flats up to 3-in. by 3-in. 

Finally, the Beton B.40 bar shears, one of five 
in the series, has a capacity of 1}-in. rounds, 
14-in. squares, }-in. plates, flats up to 3 in. by 
2 in., and notching 1}-in. by 2-in. in #-in. plates. 
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Wickman Ltd. 


Stand 65, Grand Hall Annexe 

Of particular interest, the MAYPRESS cold- 
forming press, is made for either vertical or horizontal 
application. The ram does not have a ball and 
socket connection and thrust point as on conventional 
crank presses, but is actuated by twin connecting 
rods in tension, eliminating tilting movement. As 
the press frame is not subjected to tension loading, 
it is secure against breakage and provides a rigid 
housing for the ram guide ways. The stroke adjust- 
ment permits the use of three different lengths 
of stroke and contributes in large measure to 
achieving the best ram speed for cold flow press 
work. Pole changing motors are another feature 
of the equipment and combined with the three 
lengths of stroke, six different ram or pressing speeds 
are available. All these presses have a hollow ram 
which is designed to allow special equipment to 
be fitted at will. In one particular design the 
press may be furnished with a shock absorber built 
into the ram, which takes the initial shock load before 







the top tool seats against the ram. It can be set 
for any pressure range so that the pressure build up 
follows logarithmically from zero to maximum 
working pressure. This means that cold work 
commences quite softly, but at the same time the 
ram travel or depth of penetration is accurately 
limited. The machines are available with maximum 
pressures of 160, 300 and 200 tons. 

Another machine that will be shown at the stand, 
is the Naxos-Union roll-grinding machine (Fig. 54). 
These grinders are produced ror all normal sizes of 
rolls. The smaller types are designed with station- 
ary grinding headstock and traversing work table. 
On the heavy machines, the work is stationary 
and the grinding carriage traverses. The camber 
grinding arrangement underlines the real value of 
these grinders, in that it is not limited to one given 
characteristic of camber curve. A convex or concave 
curve can be obtained for any desired line, for 
instance, sine-line, parabola-line, bending-line or 
empirical-line. By changing the cam disc, the 
characteristic of the curve can be changed. Some 
interesting design details have been incorporated 
in these machines. The front bed carries the table 
with the work headstock and tail-stock. It is firmly 
bolted to the rear bed on which the grinding head- 
stock is mounted. Both castings are of ample 
dimensions and are properly strengthened to absorb 
static and dynamic forces. The work table moves 
on wide guideways in the bed, protected by belts. 

Among the WEINGARTEN machines that the 
company is showing is the XAF high-speed automatic 
notching machine (Fig. 53), with infinitely variable 
drive. The manufacture of components of high 
accuracy demands the use of a machine virtually free 
of vibration and providing optimum indexing 
accuracy. This machine claims to satisfy all the 
requirements. In addition to an extremely sturdy 
box-type frame, it has a new and very important 
feature in the form of a ball-type ram guide, which 
guides the ram with extreme accuracy as required 
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when using cemented-carbide tools. All tools used 
in this machine benefit from the advantages offered 
by the play-free ball-type ram guide, and experience 
has shown, within the firm, that this arrangement 
ensures longer retention of tool sharpness and 
subsequently longer runs between regrinds. High- 
grade materials are used for heavily stressed parts, 
and all rotating and sliding faces are connected to 
the automatic circulating system of lubrication. 
They are equipped with a friction-plate, as a con- 
ventional clutch would not stand up to the high 
speed operation. Engagement is effected pneuma- 
tically with a movable treadle-type switch requiring 
only slight movement and pressure ror operation. 
Another noteworthy exhibit will be the Wein- 
garten percussion screw press, a press that occupies 
a leading position among machines of this type. 
It has a press frame amply dimensioned and cast in 
one piece from special iron for presses up to 240 
tons and from steel for the larger sizes. The ram 
is made from high-quality cast steel, deeply con- 
structed and with long precise guides, which offer 
maximum protection to tools where there is off- 
centre loading. The guideways are bronze lined 
and are adjustable. A special bronze spindle nut 
is enclosed in a steel sleeve and fixed rigidly to the 
ram. ‘The screw, probably the most important 
and highly stressed member is made of chrome 
nickel steel, and is fixed axially in the flywheel. The 
single-sided trapeze formed screw thread has a 
favouable profile against thrust loads, and has full 
engagement in the screw nut even when the ram 
is in the bottom position. Two types of drive are 
available, friction roller drive for machines up to 
240 tons pressure and friction roller drive or gear 
drive for the larger machines. This press has been 
proved in the course of years of operation on varied 
types of work. A further advantage which is 
awakening increasing interest in these machines 
is the fact that they produce dimensionally accurate 
parts. The reason is to be found on the one hand, 
in the rigidity of the machine and on the other 
hand, in that with the dynamic pressing effect, the 
spring in the machine has no effect on the com- 
ponent as in the case of crank and toggle presses. 
Last, but by no means least, the company will be 
showing the HERLAN impact-extrusion press (Fig. 
55). These presses are of the horizontal type and 
operate automatically. A cast steel frame and anti- 
friction bearings running on high-speed shafts are 
among the favourable design features of it. Each 
machine has its own motor which can be easily 
detached and fixed to the floor if necessary. Easily 
accessible tool holders of simple and solid construc- 
tion permit accurate centring of tools and rapid 
interchangeability. Feeding is automatic, and 
stripping-off the extruded parts is effected mech- 
anically and automatically transported out on a 
conveyor belt. These presses will produce a great 
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Fig. 55.—Herlan extrusion machine 


variety of form parts and pressings in large quanti- 
ties, from collapsible tubes to numerous types and 
sizes of containers. A number of materials can 
be handled such as aluminium, lead, tin, and zinc. 


Wild-Barfield Electric Furnaces Ltd. 
Stand 120, National Hall, Ground Floor 

Equipment to be exhibited will be representative 
of the resistance furnace, induction heating and 
vacuum divisions of the company. 

The keynote of the furnace exhibit will be the 
scientific control of an active process atmosphere, 
and to demonstrate this, two types of sealed quench 
furnace will be shown operating in conjunction 
with an endothermic gas generator. Complete 
control of atmosphere conditions to suit changes in 
material and or application is achieved in the larger 
furnace by full automatic dewpoint control on both 
the gas generator and the furnace, which will be a 
full-scale production “ ACE ” type, complete with 
full ancillary equipment. Working dimensions of 
the furnace chamber are 20 in. by 16 in. by 10 in. 
The smaller furnace will be of the hand-operated 
slipper type, for the clean hardening, etc., of small 
components such as parts of small ball bearings. 
The G.W.B. Endothermic Generator will be 
operating on bottled liquid petroleum gas—propane. 
Typical installations of sealed quench and other 
types of furnace dependent for their efficient 
operation upon reliable atmosphere control will 
be illustrated by means of photographic enlarge- 
ments. 

High-frequency induction heating equipment 
will feature a new Wild-Barfield AHF 2.5 kW. 
generator, with intermittent rating up to 3 kW., 
incorporating full range power control. In addition, 
a standard 25 kW. set will be exhibited in conjunction 
with a new progressive vertical and rotary hardening 
machine, designed to have a very wide range of 
application. 

The exhibits will be completed by a Wild- 
Barfield NRC 12/17 lb. (molten steel) capacity 
vacuum induction melting furnace. 
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Wilkins and Mitchell Ltd. 


Stand 14, Grand Hall, Ground Floor 

A double-action straight-sided press with a 
total rating of 750 tons on the crank will be featured 
on this stand. The general specification of this 
press is similar to that of the 1,000-ton machine 
drawing slide 600 tons) (Fig. 56) recently described 
in this Journal. 

The frame is of unit construction, consisting of 
bed, columns and crown, aligned by keys and 
clamped by tie rods, the units being fabricated 
from rolled-steel plate, stress relieved and designed 
to ensure minimum deflections under operating 
conditions. 

The tie rods are carbon-steel forgings, machined 
to take cartridge-type heating elements ; these are 
shrunk into place with sufficient preload to ensure 
that the “ lift off point” for the frame is twice 
the rated capacity of the press. 

Both draw and blankholder slides, which are of 
fabricated rolled-steel construction, are designed 
for maximum rigidity and minimum deflection, 
and are exceptionally deep with slideways of long 
length making for better guidance. All slideways 
are phosphor-bronze lined and provision is made 
for accurate setting of the blankholder. In each case 
the slide adjustment is motorized with an addi- 
tional feature on the blankholder slide of 4-in. 
individual hand adjustment at each corner. 

Power transmission is effected from the clutch 
shaft by triple reduction gearing to the pin eccen- 
trics, from which the connecting rods impart the 
draw-slide motion. A link mechanism from the 
eccentrics gives the required motion to the blank- 
holder slide. 

All high-speed shafts are mounted in anti- 
friction bearings and low-speed shafts, connecting 
rods, links, etc. are bronze bushed and individually 
lubricated. Gears and links are of high-quality 
steel castings, shafts and pinions of alloy steel, 
eccentrics and eccentric pinions are straight spur, 
all other transmission gears being double helical. 

The clutch is of the pneumatically-operated, 
low-inertia insert type, designed for easy mainten- 
ance, and the brake is of similar design but spring 
applied. The removal of the inserts requires a 
minimum of breakdown time, and a combination 
of large friction surfaces and adequate ventilation 
ensures cool running. 

The heavy flywheel on anti-friction bearings is 
quill mounted, thereby eliminating high bending 
stresses on the shaft and ensuring true running. 

The draw and blankholder slides are individually 
counterbalanced by pneumatic cylinders with 
ample-capacity surge tanks, the controls of which 
are mounted in the column and are adjustable 
from floor level. The size of the balance cylinders 
ensures adequate allowance for tools. 

The centralized, full-flow, circulating pressure 
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56.— Wilkins and Mitchell 1,000-ton D/A press 


Fig 


lubricating system ensures a measured supply of 
oil to each bearing and the system is protected by 


limit switches interlocked in the press control 
circuit to guard against failure. Slideways are 
grease-lubricated by a manually operated cen- 
tralized system. 

All electrical gear is built in to the press columns 
and consists of all motor starters and control 
gear, including an infinitely adjustable multi- 
cam rotary limit switch. A setter’s panel is mounted 
at the front of the press and operator’s plug-in 
push button stations are available at each corner 
Solenoid-operated auxiliary pneumatic circuits 
are fitted, together with sequence-timed rotary 
limit switches, and pneumatic and electric take-off 


Continued in page 446 
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Letter to the Editor 





@ Drawing Cups Using 
Rubber Pads 








IR,—The article “‘ Drawing Cups from Thin 

Metal Sheets Using Rubber Pads,” which 

appeared on page 184 of SHEET METAL INDUSTRIES, 
March 1960, is of particular interest to me. 

This is an unusual method of producing drawn 
articles, and is unlikely to be encountered except 
by those who are required to produce cups on a 
one-off or short-run basis. 

As one who is in this category, I have recently 
had occasion to apply deep-drawing principles in 
this manner, to put a }-in. flange on a 2-in. diameter 
diaphragm in 0.005-in. stainless steel. 

The results of this exercise were successful, in 
that a wrinkle-free flange was produced, but from 
my experience, the application of the principle 
as shown in the published diagrams, will result 
in the closed end of pressing being partially reverse 
drawn. The reason for this is as follows :— 

When the pressure on the rubber is being 
released, a point is reached where the opposing 
spring pressure exceeds that of the rubber. 

This allows the pressure plate to rise and so 
commence to strip the pressing off its punch, but 
at the same time the rubber is still exerting suffi- 
cient force to hold the pressing down on to the 
crown of the punch, and being so held, a reverse 
drawing action takes place. 

A method of overcoming this would be to render 
the springs inactive before releasing the pressure 
on the rubber, but unless the release of the springs 
can be controlled, the pressing will be shot off 
the punch when the springs are released. 

The answer I found to this problem is to use an 
intermediate rubber pad, at the centre of which, 
a hole is made, large enough to allow the pad to 
pass over the punch, the thickness of the pad should 
equal the depth of draw. 

This pad is inserted between the tool and the 
main rubber pad. 

When pressure on the rubber is released and the 
stage is reached where the spring force begins 
to equalize, the area above the crown of the punch 
will be free of rubber, and the pressing having 
nothing to restrain it, can rise steadily with the 
pressure plate. 

The diagram (above, right) shows the adapted 
tooling used in my exercise. I have not shown the 
convolutions which are put in on a previous operation 
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AT REST UNDER PRESSURE 
and which serve to locate the blank upon the punch; 
a plain blank could, of course, be located in a 
register machined in the pressure plate 
Yours, etc., 
R. PERRY 
Tool Maker). 
60, Great Plumtree, 
Harlow, 
Essex. 





The Machine Tool Exhibition 
Continued from page 445 
points are incorporated for hand tools, etc. 

Two-speed clutch units can be incorporated in 
the press drive if required, and cushion equipment, 
overload devices, etc., can be incorporated. 

Also on show will be a 500-ton ‘‘ Forgemaster ”’ 
S press. This is of all-steel section fabricated frame 
construction with Wilkins and Mitchell high- 
duty low-inertia clutch and brake units mounted 
direct on a forged eccentric shaft—no intermediate 
gearings. The heavy section steel connecting rod 
with generous bearing areas is carried within the 
press slide member. This slide has exceptional 
length width ratio and operates in fully adjustable 
bronze-lined vee gibs. The press is fitted with 
automatic top and bottom ejectors, with hand- 
operated wedge adjustment and direct reading 
scale. It has a high-pressure circulating oil system 
to each major bearing, and quill mounted flywheel 
direct on frame. 
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Birmetals Ltd. Install Sendzimir Mill 


SENDZIMIR cold strip mill has been installed 
at the Woodgate Works, Quinton, of Bir- 
metals Ltd. The mill—the first of its kind in 
Europe devoted to the rolling of aluminium alloys 
—has cost one million pounds, and has been 
housed at the works in a completely new building. 
The mill itself is a 50-in. reversing mill capable 
of rolling aluminium alloys in coil form at speeds 
up to 1,600 ft. per min. The finished width of 
the coil obtained is 48 in. and the thicknesses which 
can be produced range from jj in. (0.1875 in. 
down to as little as 0.006 in. This is a remarkable 
range for a rolling mill and indicates the com- 
plexities which have had to be faced on the electrical 
and electronic side of the project. Automatic 
tension control and continuous measurement of 
gauge are incorporated in the mill. 
The 2%-in. dia. work rolls are ground to very 
high precision to give absolute uniformity across 


the width of the strip, a feature hitherto unknown 
in the rolling of aluminium alloys, and a roll- 
change in the mill can be effected in less than a 
minute and so makes the mill very flexible in its 
capabilities. 

When the mill is in full operation it will finish- 
roll between 12,000 and 20,000 tons of sheet per 
annum according to average final gauge (this 
tonnage is the equivalent of 35,000 60,000 in steel), 
To obtain the maximum benefit from the mill it is 
necessary to feed it with the longest possible 
coil from earlier operations. It will take a coil up 
to 10,000 Ib. in weight, but the coil being rolled 
at the present time weighs just over 8,000 Ib., 
which is equivalent to 11 tons in steel. 





General view of mill. Strip is being rolled 


from left to right 


Fig. 1 (above 
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To be able to cast a rolling slab capable of 
producing a single coil of this weight, and to have 
a hot mill capable of rolling this super slab, would 
have meant an estimated capital outlay by the 
company of another two million pounds, and 
would have put out of work some of the existing 
plant. This was not con- 
sidered an economical 
proposition, so that the 
idea of welding to- 
gether a number of 
smaller coils with the 
desired width to form 
a heavy coil was con- 
sidered and a scheme 
formulated for flash- 
butt welding of strip up 
to 52 in. wide. 

The result is that 
the welding line, which 
is composed of a num- 
ber of ancillary units 
and the flash-butt weld- 
ing unit, now forms 
a complete unit pro- 
ducing the desired 
heavy coil demanded 
by the Sendzimir mill. 





section of 


Fig. 3.—Entry 


Sendzimir mill 
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The electrical load on flashing the butt welder is 
290 kVA. and at the instant of forging is 2,320 kVA. 

Many other items of equipment, all of which 
have had to have special attention to technical 
detail, have been incorporated in the whole scheme. 
Such items are a coil-annealing furnace, slitting 
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4.-_ Changing a work roll 


‘ine, cut-to-length line, and sheet-annealing furnace 
incorporating a flash-annealing furnace 40 ft. long 


followed by a cooling chamber 42 ft. long. Con- 
tinuous tapes carry the sheets through the furnace 
at a speed of up to 100 ft. per min. Because of the 
unusual length of this furnace, many tests over an 
extended period of time had to be undertaken to 
ensure uniformity of aunealing in the sheets. 
This uniformity has now been achieved. 

The foundations for the mill, concrete and re- 
inforcements, weighed a 
total of 2,500 tons and 
in addition there are 
miles of piping and 
cable ducting beneath 
the floors. The under- 
ground work, together 
with the electric and 
electronic equipment, 
accounted for a large 
proportion of the total 
expenditure 





Fig 6. Flash-annealing 
furnace (G.W.B. Electric 
Furnaces Ltd 
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5.—Main motor-generator set supplied by A.E 
Buildings 

All the special equipment, with the exception of 
the welding line, is housed in a new building, 
covering a floor area of 45,000 sq. ft., and which is 
situated to receive conveniently 8,000-Ib. coils from 
the welding line, which is located adjacent to an 
existing 4-high reversing strip mill. The main 
bays are 200 ft. long and 78 ft. wide, one housing 
the Sendzimir mill and the other a Hallden- 
Robertson cut-to-length line and G.W.B. flash 
annealing furnace. The despatch bay, which is 
120 rt. long and 60 ft. wide, is connected to, and 
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r. 7. —Stordy coil-anneal- 
ing furnace 
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forms an extension of, the existing inspection and 
despatch department. Adjoining the mill is a 
40-ft. wide bay containing a motor room, also an 
oil-filtration plant, fitters’ shop, sub-station anda 
Stordy coil-annealing furnace. This furnace is 
charged from, and discharges into, the mill bay. 

The steelwork of the building, constructed and 
erected by Braithwaite and Co., is of the Portal- 
frame type, and is clad with trough-section Birma- 
bright aluminium-alloy sheet, down to the peri- 
meter wall which is 7 ft. 6 in. high. Birmabright is 
also used for the downspouts and sliding doors 
which, with the cladding, were made by Birmetals 
Ltd. 

Welding Line 

This unit takes coils up to 2,000 Ib. in weight 

and up to 52 in. wide from the existing 4-high mill 
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Fig 5 
length line 


supplied 


a Pa ~—— cS 


Hallden  cut-to- 


W. H. A. Robertson and 
Co. Ltd 





and flash-butt welds them together, providing, 


when edge trimmed, coils weighing up to 8,500 Ib. 


These coils are approximately 50 to 53 in. dia., 
with a weight per inch of width of approximately 


170 Ib. 

The welding line comprises a pay-off stand, 
feeder leveller, shears, flash-butt welding unit, weld 
dresser, edge trimmer, scrap chopper and coiling 
unit, all assembled to Birmetals’ requirements. 
Of these units the pay-off stand was supplied by 
the Bronx Engineering Co. Ltd., and the feeder 
leveller and shears are both items of Birmetals’ 
existing plant which have been adapted for use 
in the line. 

The welding unit was specially designed to Bir- 
metals’ requirements by A.1l. Electric Welding 
Machines Ltd., and the weld dresser, to remove 
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the up-stand from the butt weld, was supplied 
by Wadkin Ltd. The edge trimming and scrap 
chopping units were supplied by Auxiliary Rolling 
Machinery Ltd., and the pinch rolls and tension 
reel are by The Wellman Smith Owen Engineering 
Corporation Ltd. 

Direct current is supplied to the main drives 
by a motor-generator set, which together with the 
driving motors is of The English Electric Company’s 
manufacture. Capacitors for power-factor correc- 
tion were supplied by The Static Condenser Co. 
Ltd., and a suitable step-down transformer was 
supplied by Gresham Transformers Ltd. The 
integration and control of all the electrical units 
in this line were carried out by Birmetals’ electrical 
department. 

Generally speaking, flash-butt welding has been 
applied in the past almost exclusively to ferrous 
metals, except on a relatively small scale to alu- 
minium-alloy sections. Again, in steel strip mill 
practice, flash-butt welding has been used for 
some time and is accepted practice in coil build-up 
lines. ‘or the flash welding of aluminium strip 
in widths up to about 50 in. the welding equipment 
does, however, represent a new and important 
development. 

In approaching the project, the designers were 
faced with a number of problems, the main ones 
being the high electrical conductivity factor of the 
material being welded, thermal considerations in 
heat zones, high power demands on the electricity 
mains supply and the almost complete absence of 
any plastic state or forging zone as is usual in 
ferrous metal prior to the forging application 

Not only had the weld to have characteristics 
of high value in comparison with the parent metal, 
but perfect alignment at the joint with satisfactory 
weld upset removal to within surface limits, and 
this has been very effectively achieved. 

The original design of welder suggested 
envisaged two load periods, three seconds for 
flashing when the load would have been 1,330 amp. 
at 400 v. and 1/7 sec. to forge the weld, in which 
period the load would have risen to more than 
10,000 amp. (4,000 kVA.), more than eight times 
the flashing load. This high load would have 
caused great disturbances to a large area of the 
supply network, causing flicker on lighting circuits 
and giving particular effect on the screens of 
television receivers. 

Work on the mill had made good progress when 
it was found that the Midlands Electricity Board 
could not accept the proposed welder load and 
investigations were started, as a result of which the 
system at present installed was adopted. 

The automatic flash-butt welder is of 3,000 kVA. 
capacity and incorporates many novel features 
for load reduction on the electricity mains supply 
lines, apart from the automatic control system 
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incorporated in the machine, giving push-button 
operation in sequencing the strip through the 
welder. 

The tailing end of the small coil is cropped by 
guillotine and passed through the welder with the 
clamps in the raised position. The tailing end is 
then inched back against the gap gauge of the 
welder and securely clamped with a pressure of 
250 tons. 

The leading end of the new coil is, after cropping, 
inched into the welder dies against the gap gauge 
and thereafter clamped, side registration of the 
strip having already been effected before the clamp- 
ing operation by air cylinders mounted at the back 
and front of the machine and controlled by push 
button. 

After clamping, the gap gauge is raised and the 
moving head of the welder closed up to the point 
where contact is made at the strip ends 

The welding operation is then initiated by push 
button, when flashing and final forging are auto- 
matically applied, and a strip width of 50 in. by 
0.140 in. thick is completed in 10 sec. 

At the completion of the weld, the clamps are 
raised and the weld is passed along to the upset- 
removing machine which comprises a clamping 
system with two routing heads for the simultaneous 
removal of the weld upset from the top and under- 
side of the strip within the surface limits. After 
the weld upset has been removed, the strip is then 
passed on to the upcoiler. 

The welding operation is then repeated until 
such time as a large coil of strip is available for 
ultimate transfer to the mill reduction line 

The advantages of flash-butt welding as applied 
to aluminium strip for coil build-up lines are that 
large coils can be rapidly built up with welds of 
high strength values, achieved by push-button 
operation and requiring no special skill on the part 
of the operators. 


Coil Handling 

A diesel-operated fork lift truck fitted with an 
arm to enter the bore of the finished coil is used to 
transport the welded coil to the Sendzimir mill 
building, where a storage space is provided. This 
truck, supplied by Shelvoke and Drewry, is used 
also to handle coils in the flow line to and from the 
mill and coil annealing furnace, and to the cut-to- 
length line. 


Sendzimir Mill 


Two A.E.I. 900-h.p., d.c. motors in tandem 
drive the Sendzimir mill, which was supplied by 
W. H. A. Robertson and Co. Ltd., and each winder 
is driven by three A.E.I. 350-h.p., d.c. motors in 
tandem to provide a maximum tension of 25,000 Ib. 
By means of an electrically operated disengaging 
coupling the inboard motor may be used on its 
own to provide the lower tension values up to 
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8,000 lb. when lighter-gauge material is being 
rolled. 

Provision has been made for the automatic 
control of tension by the inclusion of load cells, 
one being fitted to each of the two deflector rolls, 
over which the tensioned strip passes. 

The mill drives are supplied by four d.c. genera- 
tors driven by an 11-kV., 3,500-h.p. motor and 
all the generators and mill drive motors and their 
control panels, supplied by Associated Electrical 
Industries Ltd., are housed in a pressurized motor 
room. Cooling air is drawn through a Visco filter 
unit and discharged into a wind tunnel beneath the 
motor room by four 25-h.p. axial-flow fans. This 
air is fed to all motors and generators, and the 
discharge of the resultant air pressure built up 
in the motor room is controlled by electrically- 
operated roof ventilators which are under the 
control of the motor-room attendant. A glazed 
partition is fitted between the mill bay and the 
motor room ; this was supplied by The Ayrshire 
Dockyard Co. Ltd. 

As with other Sendzimir mills, it is possible to 
change the actual work rolls in less than one minute, 
so that the last pass can be made with highly 
finished rolls which produce a mirror surface to the 
strip. Rolls are ground and polished on a Naxos 
Union roll grinder specially installed for this purpose 


and purchased through Wickman Ltd. A hydrauli- 
cally-operated form of crown adjustment is fitted 
which provides a range of camber control to the 
back-up roll assemblies and consequent control 


of strip shape. It is possible to adjust the camber 
to obtain absolute uniform transverse gauge in the 
strip throughout the range of reductions and 
material tempers. Thickness gauges supplied by 
the Baldwin Instrument Co. Ltd., using Strontium 
90 as a source, are used to indicate strip gauge and 
variation to the operator. 

Hydraulic and lubrication supplies to the entry 
section, comprising a pay-off unit and feeder unit, 
and to the mill and winders, are obtained from 
pump units and their associated tanks with a com- 
bined capacity of 16,000 gal. Rolling oil is supplied 
to the mill at 677 gal. per min. at 150 Ib. per sq. in. 
and is thermostatically controlled to maintain its 
temperature. Cooling is achieved with two Heenan 
and Froude water coolers in conjunction with two 
Serck heat exchangers. The rolling-oil tanks were 
manufactured to Birmetals’ own design by The 
Globe Tank and Foundry Ltd., and are lagged 
with bonded Fibreglass and clad with sheet steel. 
Flameproof immersion heaters made by Birmetals’ 
electrical department are fitted to both clean- and 
dirty-oil tanks and form part of the automatically 
controlled temperature regulating system. 

A by-pass filtration system developed by Bir- 
metals maintains a clean supply of rolling oil, 
which in this type of mill serves also as a lubricant 
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to the mill back-up bearings. The whole of this oil 
handling equipment was installed by Birmetals’ 
engineering department. All motors in any way 
associated with the rolling oil are flameproof con- 
struction and wired in Pyrotenax cable. 

The oil cellar is fitted throughout with auto- 
matically operated CO, fire extinguishing equip- 
ment supplied and fitted by The Walter Kidde 
Co. Ltd., and a similar installation is fitted to the 
mill arranged for hand starting by the mill operator. 
Plant for the ventilation of the cellar and fume 
extraction from the mill was supplied by The 
Industrial Fan and Heater Co. Ltd. 


Lubrication Problems 

The lubrication of a Sendzimir strip mill poses a 
unique problem in that the rolling fluid must also 
serve as lubricating oil for the tanks of roller 
bearings. 

In any rolling mill the rolling fluid is of prime 
importance since it determines not only the surface 
finish obtained on the rolled metal but also greatly 
influences the reductions which may be taken, the 
working speed of the mill, and the ease with which 
clean annealing of the metal may be achieved. 
Unfortunately, the fluids which most readily 
fulfil these requirements do not meet the traditicnal 
specifications for roller-bearing lubricants. It is 
apparent, therefore, that in order to achieve correct 
lubrication of a mill of this type a compromise 
must be reached. 

After detailed consideration of the factors 
involved, in consultation with Birmetals Ltd., 
Mobil Oil Co. Ltd. recommended the use of an 
advanced lubricant under the name of Genrex 
404D. This is a low-viscosity, light-coloured fluid 
designed to fulfil all the various conflicting require- 
ments. The soundness of this recommendation 
may be judged by the fact that after 12 months’ 
use the 14,000-gallon charge is still in excellent 
condition, the bearings have suffered no deteriora- 
tion, and the rolling and clean annealing perform- 
ance exceed the original stated requirements. 

The only other lubrication problem encountered 
with this mill concerned the possible detrimental 
effects of contamination of the rolling fluid by oil 
from the hydraulic system. This problem was 
solved by charging the hydraulic system with a fluid 
closely simnilar to the Genrex 404D. By this means 
it has been possible to ensure that no trouble due 
to this cause has been, or will be, encountered. 


Coil-annealing Furnace 
Intermediate annealing is carried out where 
necessary in the coil-annealing furnace, designed 
to Birmetals’ requirements and manufactured by 
Stordy Engineering Ltd., which is rated at 550 kW. 
with a capacity of 8,000 Ib. an hour. The furnace 
will hold 12 coils of 8,000 Ib. each when working 
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on a continuous cycle. Upon being discharged 
from the high-temperature zones at 450° C. the 
annealed coils pass through successive preheating 
zones, each one of which is a separate chamber 
closed off by doors and occupied also by an ingoing 
coil. The heat transfer which takes place effectively 
reduces the electrical loading for orthodox batch 
annealing to a little over half the normal figure. 

The furnace itself comprises a cooling chamber, 
three preheating chambers and the furnace chamber 
proper, each compartment being isolated from the 
adjoining ones by means of vertically rising insulated 
doors which have a motorized operation from an 
adjustable timer. 

The principle around which the furnace has been 
developed is to make use of the heat in the annealed 
coils for preheating the coils to be annealed and the 
furnace has, therefore, been provided with an 
ingoing lane which through the cooling section and 
the three preheat zones comprises a roller path on 
which the stillage carrying the coil is supported, a 
similar roller path being provided on the outgoing 
lane which is parallel to the ingoing one. Over the 
furnace section proper, which is designed to con- 
tain four stillages, the hearth is formed of heat- 
resisting cast iron with a developed system of guides 
engaging with the stiilage faces. At the ingoing 
position is provided a pusher gear, the pusher head 
engaging with a stillage face and progressing the 
line of stillages through the various preheat zones 
to the furnace proper. At the last station in the 
furnace section a transverse pusher gear is pro- 
vided, with a further pusher gear to progress the 
stillages through the outgoing lane, and at the 
discharge table an overhead hoist on a swinging gib 
is arranged to transfer the unloaded stillages to the 
loading position. 

Assuming a coil has been charged into the stillage 
at the ingoing position then at the dictate of the 
previously mentioned timer all the doors between 
the various sections are automatically raised and 
having reached the full open positions the charging 
pusher progresses the line of stillages through the 
charging lane. The second operation is for the 
last stillage in the furnace section to be moved 
transversely to a position opposite the outgoing 
lane. At the end of the selected time interval the 
doors once more are automatically operated, the 
outgoing lane pusher delivering one stillage to the 
unloading platform, the ingoing charging pusher 
then operating, followed by the transverse pusher, 
the doors once more automatically closing. The 


whole sequence is carefully interlocked so that no 
pusher can operate until all doors are in the fully 
open position and that the transverse and outgoing 
lane pushers can only operate as and when spaces 
are available in the respective operating positions. 

In so far as the thermal operation is concerned 
the first zone is a cooling zone only and is provided 
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with axial flow cooling fans introducing air from 
outside the shop area and discharging to outside 
atmosphere after an intensive application across 
the hot coil. Each of the preheating zones is 
arranged so that a hot coil on the outgoing lane is 
immediately opposite a cold coil on the ingoing 
lane, each zone being provided with a cen- 
trifugal fan with the suction eye approximately 
on the centre-line of the coil in the stillage and 
delivering through an intensive duct system 
employing high velocity 2ozzles immediately oppo- 
site the hot coil, the high velocity airstreams 
receiving heat from the hot coil and transferring 
thermal energy to the cool coil so that when a coil 
in the ingoing lane first reaches the furnace zone 
proper, it has been preheated almost to annealing 
temperature. 

Each of the preheat zones is provided with a 
50-kW. boost heater which is primarily designed 
to operate when the furnace is first being charged 
and when there are no hot coils available. 

The furnace proper is provided with two centri- 
fugal circulating fans, each fan circuit being complete 
with a 200-kW. electric heater mounted in the 
supply duct system, this duct system being very 
similar to that described for the preheat zone but 
manufactured throughout in heat-resisting steel, as 
also are the fan runners, shafts and casings. 

Each heater battery has been arranged so that 
for maintenance purposes the whole unit can be 
removed through the roof of the furnace and are 
of a design which has been developed and made by 
Stordy Engineering Ltd. The total rating of each 
heater battery is suitably sub-divided to provide 
closeness of control, each heater sub-division being 
provided with its own contactor equipment. 

The economy which can be expected from the 
design will be apparent since use is made of the 
heat which of necessity has to be given to the metal 
to perform the annealing operation and which in 
the case of batch-type furnaces of conventional 
design is wasted, and furthermore at the unloading 
position the coil is in a cool condition. The cost 
per ton of metal treated is very significantly less 
than with the most efficient conventional batch- 
type furnace. 


Sheet-annealing Furnace 

The flash annealing furnace will take sheets up to 
8 ft. wide, or two sheets of 4 ft. side by side, and 
has four heating zones totalling 600 kW. Con- 
tinuous nickel-alloy tapes carry the sheets through 
the furnace, which is 40 ft. long, and its extension, 
in the form of a cooling chamber, which is 42 ft. 
long. Extensive tests were carried out during 
the commissioning stages to ensure the maximum 
uniformity of material heating across the width. 
The conveyor speed may be varied from zero up to 

(Continued in page 456) 
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8,000 Ib. when lighter-gauge material is being 
rolled. 

Provision has been made for the automatic 
control of tension by the inclusion of load cells, 
one being fitted to each of the two deflector rolls, 
over which the tensioned strip passes. 

The mill drives are supplied by four d.c. genera- 
tors driven by an 11-kV., 3,500-h.p. motor and 
all the generators and mill drive motors and their 
control panels, supplied by Associated Electrical 
Industries Ltd., are housed in a pressurized motor 
room. Cooling air is drawn through a Visco filter 
unit and discharged into a wind tunnel beneath the 
motor room by four 25-h.p. axial-flow fans. This 
air is fed to all motors and generators, and the 
discharge of the resultant air pressure built up 
in the motor room is controlled by electrically- 
operated roof ventilators which are under the 
control of the motor-room attendant. A glazed 
partition is fitted between the mill bay and the 
motor room ; this was supplied by The Ayrshire 
Dockyard Co. Ltd. 

As with other Sendzimir mills, it is possible to 
change the actual work rolls in less than one minute, 
so that the last pass can be made with highly 
finished rolls which produce a mirror surface to the 
strip. Rolls are ground and polished on a Naxos 
Union roll grinder specially installed for this purpose 
and purchased through Wickman Ltd. A hydrauli- 
cally-operated form of crown adjustment is fitted 
which provides a range of camber control to the 
back-up roll assemblies and consequent control 
of strip shape. It is possible to adjust the camber 
to obtain absolute uniform transverse gauge in the 
strip throughout the range of reductions and 
material tempers. Thickness gauges supplied by 
the Baldwin Instrument Co. Ltd., using Strontium 
90 as a source, are used to indicate strip gauge and 
variation to the operator. 

Hydraulic and lubrication supplies to the entry 
section, comprising a pay-off unit and feeder unit, 
and to the mill and winders, are obtained from 
pump units and their associated tanks with a com- 
bined capacity of 16,000 gal. Rolling oil is supplied 
to the mill at 677 gal. per min. at 150 Ib. per sq. in. 
and is thermostatically controlled to maintain its 
temperature. Cooling is achieved with two Heenan 
and Froude water coolers in conjunction with two 
Serck heat exchangers. The rolling-oil tanks were 
manufactured to Birmetals’ own design by The 
Globe Tank and Foundry Ltd., and are lagged 
with bonded Fibreglass and clad with sheet steel. 
Flameproof immersion heaters made by Birmetals’ 
electrical department are fitted to both clean- and 
dirty-oil tanks and form part of the automatically 
controlled temperature regulating system. 

A by-pass filtration system developed by Bir- 
metals maintains a clean supply of rolling oil, 
which in this type of mill serves also as a lubricant 
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to the mill back-up bearings. The whole of this oil 
handling equipment was installed by Birmetals’ 
engineering department. All motors in any way 
associated with the rolling oil are flameproof con- 
struction and wired in Pyrotenax cable. 

The oil cellar is fitted throughout with auto- 
matically operated CO, fire extinguishing equip- 
ment supplied and fitted by The Walter Kidde 
Co. Ltd., and a similar installation is fitted to the 
mill arranged for hand starting by the mill operator. 
Plant for the ventilation of the cellar and fume 
extraction from the mill was supplied by The 
Industrial Fan and Heater Co. Ltd. 


Lubrication Problems 

The lubrication of a Sendzimir strip mill poses a 
unique problem in that the rolling fluid must also 
serve as lubricating oil for the tanks of roller 
bearings. 

In any rolling mill the rolling fluid is of prime 
importance since it determines not only the surface 
finish obtained on the rolled metal but also greatly 
influences the reductions which may be taken, the 
working speed of the mill, and the ease with which 
clean annealing of the metal may be achieved. 
Unfortunately, the fluids which most readily 
fulfil these requirements do not meet the traditional 
specifications for roller-bearing lubricants. It is 
apparent, therefore, that in order to achieve correct 
lubrication of a mill of this type a compromise 
must be reached. 

After detailed consideration of the factors 
involved, in consultation with Birmetals Ltd., 
Mobil Oil Co. Ltd. recommended the use of an 
advanced lubricant under the name of Genrex 
404D. This is a low-viscosity, light-coloured fluid 
designed to fulfil all the various conflicting require- 
ments. The soundness of this recommendation 
may be judged by the fact that after 12 months’ 
use the 14,000-gallon charge is still in excellent 
condition, the bearings have suffered no deteriora- 
tion, and the rolling and clean annealing perform- 
ance exceed the original stated requirements. 

The only other lubrication problem encountered 
with this mill concerned the possible detrimental 
effects of contamination of the rolling fluid by oil 
from the hydraulic system. This problem was 
solved by charging the hydraulic system with a fluid 
closely similar to the Genrex 404D. By this means 
it has been possible to ensure that no trouble due 
to this cause has been, or will be, encountered. 


Coil-annealing Furnace 


Intermediate annealing is carried out where 
necessary in the coil-annealing furnace, designed 
to Birmetals’ requirements and manufactured by 
Stordy Engineering Ltd., which is rated at 550 kW. 
with a capacity of 8,000 Ib. an hour. The furnace 
will hold 12 coils of 8,000 Ib. each when working 
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on a continuous cycle. Upon being discharged 
from the high-temperature zones at 450° C. the 
annealed coils pass through successive preheating 
zones, each one of which is a separate chamber 
closed off by doors and occupied also by an ingoing 
coil. The heat transfer which takes place effectively 
reduces the electrical loading for orthodox batch 
annealing to a little over half the normal figure. 

The furnace itself comprises a cooling chamber, 
three preheating chambers and the furnace chamber 
proper, each compartment being isolated from the 
adjoining ones by means of vertically rising insulated 
doors which have a motorized operation from an 
adjustable timer. 

The principle around which the furnace has been 
developed is to make use of the heat in the annealed 
coils for preheating the coils to be annealed and the 
furnace has, therefore, been provided with an 
ingoing lane which through the cooling section and 
the three preheat zones comprises a roller path on 
which the stillage carrying the coil is supported, a 
similar roller path being provided on the outgoing 
lane which is parallel to the ingoing one. Over the 
furnace section proper, which is designed to con- 
tain four stillages, the hearth is formed of heat- 
resisting cast iron with a developed system of guides 
engaging with the stillage faces. At the ingoing 
position is provided a pusher gear, the pusher head 
engaging with a stillage face and progressing the 
line of stillages through the various preheat zones 
to the furnace proper. At the last station in the 
furnace section a transverse pusher gear is pro- 
vided, with a further pusher gear to progress the 
stillages through the outgoing lane, and at the 
discharge table an overhead hoist on a swinging gib 
is arranged to transfer the unloaded stillages to the 
loading position. 

Assuming a coil has been charged into the stillage 
at the ingoing position then at the dictate of the 
previously mentioned timer all the doors between 
the various sections are automatically raised and 
having reached the full open positions the charging 
pusher progresses the line of stillages through the 
charging lane. The second operation is for the 
last stillage in the furnace section to be moved 
transversely to a position opposite the outgoing 
lane. At the end of the selected time interval the 
doors once more are automatically operated, the 
outgoing lane pusher delivering one stillage to the 
unloading platform, the ingoing charging pusher 
then operating, followed by the transverse pusher, 
the doors once more automatically closing. The 


whole sequence is carefully interlocked so that no 
pusher can operate until all doors are in the fully 
open position and that the transverse and outgoing 
lane pushers can only operate as and when spaces 
are available in the respective operating positions. 

In so far as the thermal operation is concerned 
the first zone is a cooling zone only and is provided 
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with axial flow cooling fans introducing air from 
outside the shop area and discharging to outside 
atmosphere after an intensive application across 
the hot coil. Each of the preheating zones is 
arranged so that a hot coil on the outgoing lane is 
immediately opposite a cold coil on the ingoing 
lane, each zone being provided with a cen- 
trifugal fan with the suction eye approximately 
on the centre-line of the coil in the stillage and 
delivering through an intensive duct system 
employing high velocity xozzles immediately oppo- 
site the hot coil, the high velocity airstreams 
receiving heat from the hot coil and transferring 
thermal energy to the cool coil so that when a coil 
in the ingoing lane first reaches the furnace zone 
proper, it has been preheated almost to annealing 
temperature. 

Each of the preheat zones is provided with a 
50-kW. boost heater which is primarily designed 
to operate when the furnace is first being charged 
and when there are no hot coils available. 

The furnace proper is provided with two centri- 
fugal circulating fans, each fan circuit being complete 
with a 200-kW. electric heater mounted in the 
supply duct system, this duct system being very 
similar to that described for the preheat zone but 
manufactured throughout in heat-resisting steel, as 
also are the fan runners, shafts and casings. 

Each heater battery has been arranged so that 
for maintenance purposes the whole unit can be 
removed through the roof of the furnace and are 
of a design which has been developed and made by 
Stordy Engineering Ltd. The total rating of each 
heater battery is suitably sub-divided to provide 
closeness of control, each heater sub-division being 
provided with its own contactor equipment. 

The economy which can be expected from the 
design will be apparent since use is made of the 
heat which of necessity has to be given to the metal 
to perform the annealing operation and which in 
the case of batch-type furnaces of conventional 
design is wasted, and furthermore at the unloading 
position the coil is in a cool condition. The cost 
per ton of metal treated is very significantly less 
than with the most efficient conventional batch- 
type furnace. 


Sheet-annealing Furnace 

The flash annealing furnace will take sheets up to 
8 ft. wide, or two sheets of 4 ft. side by side, and 
has four heating zones totalling 600 kW. Con- 
tinuous nickel-alloy tapes carry the sheets through 
the furnace, which is 40 ft. long, and its extension, 
in the form of a cooling chamber, which is 42 ft. 
long. Extensive tests were carried out during 
the commissioning stages to ensure the maximum 
uniformity of material heating across the width. 
The conveyor speed may be varied from zero up to 

(Continued in page 456) 
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Development and Manufacture of a 


FOUR-WAY 
DRAIN UNIT 


By “ TARENTFORD ” 


HE production of conical 

members in sheet-meta! 
work presents few serious 
problems in layout and manu- 
facture, but occasionally a 
slight modification to the de- 
sign can create much more 
thought and work than is at 
first apparent. The develop- 
ment and manufacture of a 
typical four-way drain unit 
Fig. 1) is such an instance 
Taking the pieces singly the 
cutting and rolling introduces 
elementary operations, but as 
the smaller cone is set on the 
sloping sides of the larger 
detail, both parts require a 
more complicated layout in 
order to obtain a _ balanced 
component. 

The initial operations were, 
the spinning of the larger 
cone, a wood former being 
used attached to the orthodox 
type of faceplate, and trimming 
the outer rim and facing to 
make the small hole at the 
apex. Both operations were 
carried out on the former after 
four holes for wood screws had 














Fig. | The assembly drawing of 
the drain unt indicating the four 
extensions where the outside dia- 
meter is screwed for a hose fitting 
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been drilled in the corresponding positions of the 
four cones. These holes, which were subsequently 
cut away, provided an easy clamping medium for 
the two operations, made necessary by a lack of 
holding equipment usually associated with spinning 
lathes. 

The first stage of the development demands the 
construction of an intersection line between the 
two cones; they are, therefore, set down as shown 
in Fig. 2, without the circuiar pieces that make up 
the remainder of the assembly. Two intersection 
points will appear at F and M, and lines are drawn 
from these to the centre-line of the small cone and 
a number of divisions made as shown at points 
11 to 16. These are projected across to the centre- 
line of the large cone where they appear as F, 10, 
9, 8, 7, and M; the letters being the two positions 
of the aperture on that particular centre-line. 

Next with 10 as the centre, the radius 10 to 17 
is struck, and an intersection is made by taking 
15 as the centre and radius 
15 to 18 and crossing the 
two lines at 19. From 
this intersection, a line is 
dropped, shown dotted for 
clearness, to the horizontal 
line which runs across the 
two cores from 10 to 18 
and shown as G on the 
drawing. This is the first 
point in the construction 
of the intersection curve 
between the two cones, 
and the remainder are 
found by adopting a simi- 
lar process, giving the 
points marked as H, K 
and L on the intersecting 
curve between. 

rhe pattern drawing for 
the small conical section 
is now undertaken, and 
projected up to view B. 

For convenience in layout 
the same point X is taken 





Fig. 2 A drawi 
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as the centre for the radii. XM is produced until 
it meets the base of the main cone at O, then with 
centre Z and radius ZO a semi-circle is constructed 
underneath view A and divided into six equal arcs. 
The radius XO is struck from X and the semi-circle 
in view B constructed and divided into 12 equal 
arcs. This is considered general practice when 
dealing with articles of this type and the semi- 
circle gives exactly the same result as the full circle. 
Continued in page 456 
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Fig. 3.—A sketch depicting the construction necessary for 
the holes in the side of the large cone. This method gives 
the hole *‘ in the flat”’ from which a template ts easily made 


The six arcs on the semi-circle radius ZO are 
projected vertically on to the line OO and produced 
to point X, crossing the previously drawn curve at 
points S, R, P, and N. The vertical intersection of 
XZ on the curve is lettered J. All these points are 
projected horizontally to the side of the small cone. 
Taking one point as an example, the horizontal 
projection of point R cuts the line XM at 20 ; with 
centre X and radius X20 an arc is drawn on to view 
B to cut the second division bounded by X2. This 


construction is emphasized by the inclusion of 


hatching commencing in view A and following on 
into view B. The remaining positions are found 
by working in a similar manner using all the points 
on the side of the small cone. 

As spinning had been carried out on the main 
cone it was essential to make a template of the hole 
** in the flat”’ and then bend it carefully to match 
the sloping side ; marking round the set template 
gave the desired shape of the hole which was then 
drilled out and finally filed to size. 

In contrast the work of finding this hole profile 
is relatively simple, and to avoid confusion with the 
various points already drawn on the view A, 
another sketch is added in an endeavour to illus- 
trate this description clearly. 
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Fig. 3 shows the intersection points once again 
at F, G, H, K, L and M with the curve added, and 
these are projected horizontally to the sloping side 
of the cone to make points F, 17, 23, 24, 25 and M. 
Taking point 23 as an example, a radius is struck 
from 26 on the centre line of the cone equal to 
26 to 23, and if a line is dropped from H until it 
meets this curve at 27, the distance obtained, 
23 to 27, is the required dimension for the hole 
aperture. 

A line is struck up from Y and semi-circles 
made from Y starting from the points F, 23, 24, 25 
and M, and from the line FM and using the arc 
23 to 27, the points 28 and 29 are struck, the remain- 
ing points round the aperture being secured in the 
same way. 

The template was set to scribed lines, after 
being bent by hand, to fit the slanting side and the 
small cones eventually lightly welded in position. 
The extensions of these smaller cones, which are 
afterwards welded in position, were threaded prior 
to attaching them to the cones as they then made 
connections for drain hoses. The threading 
operation was performed in this manner because 
of the difficulty in carrying out the work when the 
four parts are secured to the main cone. 





High-speed Rolling of Aluminium 
Alloy Strip 
(Continued from page 453) 





a maximum of 100 ft. per min. The equipment 
was designed, manufactured and installed by 
G.W.B. Furnaces Ltd. Material leaving this 
furnace is inspected on both sides before being 
passed to the despatch bay, and ultimately to the 
customer. 
Slitting Line 

Finished coils from the mill bay are passed to a 
storage area for loading into the cut-to-length line. 
Provision has been made for a slitting line, to be 
fed from the same area, which will supply 52-in. 
dia. coils slit to any width down to | in. This will 
have a maximum line speed of 800 ft. per min. and 
a thickness range from 0.080 in. to 0.005 in. Strip 
to be supplied in coil form will have a length of over 
7,000 ft. at 9.020 in. thick. This unit is being 
designed and supplied by Auxiliary Rolling 
Machinery Ltd. 


Cut-to-Length Line 

The cut-to-length line has a maximum strip speed 
of 350 ft. per min. and a thickness range of from 
0.080 in. to 0.010 in., and will cut to any length 
from 24 in. to 192 in. It is a Hallden unit manu- 
factured and supplied by W. H. A. Robertson and 
Co. Ltd., with motors and M.G. set supplied by 
The English Electric Co. Ltd. 
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PROJECTION WELDING 








(A Paper submitted to Commission III “‘ Resistance Welding 


THs revision of the section of the British Welding 

Research Assoctation’s Code of Practice (7.30 
on the projection welding of mild-steel sheet extends 
the scope of the original recommendations. Certain 
amendments and additions have been made in the 
light of observations made by Commission III of the 
International Institute of Welding and further 
extensive experiments carried out by the British 
Welding Research Association. It 1s proposed to 
revise other sections of this Code of Practice at a 
later date. 


Introduction 
PROJECTION welding is a method of resistance 


welding in which current flow and heating 
during welding are localized by the form of the 
parts being welded rather than by the electrodes 
in contact with the work. As shown in Fig. 1, 
this is usually accomplished by a projection on one 
or both of the workpieces, and it is from this fact 
that the process derives its name. The projection 
may be formed by pressing, in the case of sheet 
metal, by forging or machining from solid pieces, 
or on the edge of strip by using special shears or 
punches. The advantages offered by projection 
welding compared with spotwelding are as follows : 

1) Ease of obtaining satisfactory heat balance 
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for welding difficult combinations of dissimilar 
thickness ; 

(2) More uniform results in many applications, 
particularly where welds are required at close 
pitch ; 

(3) Several welds can be made simultaneously ; 

(4) Longer electrode life and lower electrode 
maintenance ; 

(5) The process lends itself to the use of assembly 
fixtures ; 

(6) Finished appearance is often improved ; 


Typical projection iding machine in the British 


Welding Research Assoctation laboratories 

















458 SHEET METAI 





Fig. 3.—Electrode assembly 
used by the British Welding Re- 
search Association for welding 
triple projections. Showing (a 
water cooling system; (b) copper 
alley electrodes with tungsten- 
copper inserts; (Cc) component 
locating pin with insulated top 





(7) Parts may be projection welded that could 
not be welded otherwise. 


Machines for Projection Welding 

The machines made for projection welding are 
basically the same as those for spot welding, except 
that they are generally more massive in all respects 
The current capacity of the machines must be 
generally greater, and the mechanical rigidity of the 
machines must be increased, since the currents 
and loads involved are considerably higher than in 
spot welding due to the fact that several welds are 
made simultaneously. A projection-welding machine 
usually has a shorter throat and, therefore, lower 
secondary loss than a spot welder, so that a given 
size of transformer will give a greater secondary 
current. The short throat is also advantageous 
in withstanding the heavy applied loads. An illus- 
tration of a typical machine is given in Fig. 2 
The moving head of the machine must be rigid 
laterally but must be light and freely moving in the 
direction of the applied loads so that it will follow 
the collapse of the projection and maintain the 
load on the weld as it is formed. It is desirable 
that the downward speed of the head should be 
controllable in order to avoid excessive impact 
which may lead to premature cold collapse of the 
projections. Current control in projection welding 
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is generally more critical than in spot welding, and 
as the number of projections being welded at one 
time is increased, the control of current becomes 
even more critical. It is essential, therefore, that 
some accurate timer is used to control the duration 
of the current and also that the magnitude of current 
should be controllable in fairly small stages. This 
may be achieved by a number of tappings on the 
primary side of the welding transformer, sometimes 
supplemented by phase-shift heat control. Special 
machines such as the 3-phase frequency changer 
type, or single-phase machines with slope control 
of current, may be advantageous in some applica- 
tions. With slope control, the current increases 
gradually at the beginning of welding, thus limiting 
the rate of projection collapse so that load may be 
maintained during the formation of the weld. 


Electrodes 

The electrodes used are normally large relative 
to the weld which is being made, and therefore, 
comparatively little forging of the weld takes place 
after the projection has collapsed, and little or no 
surface marking is produced. The material used 
for such electrodes should be one of the specially 
developed copper alloys*, having a conductivity 





* International Annealed Copper Standard, which is a specifi 
resistance of 1.7241 microhm cm. at 20 ¢ 
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TABLE I—Some Sheet Steels in Common Use for Projection Welding 


Carbon Silicon Manganese Sulphur Phosphorus Others, 
Specification max. max max max max 
per cent per cent per cent per cent per cent per cent 
B.S. No. S.84* 0.12 0.20 0.50 0.05 0.05 Ni 0.30 max 
DTD 330 ' 0.08 0.20 0.40 0.05 0.05 


B.S. En. 2A : 0.12 0.50 0.05 0.05 


B.S. En. 2A/1 0.10 0.50 0.04 0.04 


* If nickel is greater than 0.1 per cent trouble may be experienced 


from 50 to 85 per cent I.A.C.S. with corresponding consequent burning and disintegration of the insert 
hardnesses between 240 and 110 D.P.N., which will at these points. In all cases, electrodes must be 
give reasonable electrode life. If a particularly efficiently water-cooled, and must be accurately 
long life is required the use of a more expensive 
material such as tungsten-copper may be desirable. 
Such material should be in the form of inserts 
generally not less than } in. thick, and attached 
by brazing to a substantial backing of one of the ————— 
previously mentioned alloys. If tungsten-copper jo ey 
inserts are used it is essential that the components tu se 

po Koy 


, 


Outline of punch and die which may be used for forming 


projectior 


to be welded should be clean. The area of contact 
between the insert and the components to be qq TAL 
welded should be at least four times the weld area, I 
and contact over this area must be good since, if 
the contact is poor, local hot spots will occur, with 








TABLE II Projection sizes— All dimensions follow a series of ** Preferred Numbers’ found in British Standard B.S. 2045 
Material thickness increases by 33 per cent, series R80/11. Projection dimension A increases by 15 per cent, series R80/5 
Projection dimensions B to F increase by 12 per cent, series R80/4 


Projection Dimensions, in 


rhickness range Gauges Projection 
in A B ( Cc E and F No 


0.021 —0.027 2 0.103 0.040 0.050 0.118 0.028 0.6 


0.028 —0.037 0.118 0.045 0.056 0.132 0.031 0.8 


0.038 —0.052 0.136 0.050 0.063 0.150 0.035 0 
0.053 —0.071 F 0.160 0.056 0.071 0.170 0.039 5 
0.072—0.099 0.185 0.063 0.080 0.190 0.044 0 


0.100-——0.134 0.212 0.071 0.090 0.212 0.049 


I]—-continued 


Projection Dimensions (mm 
Projection 


Thickness range Gauges 
D No 


mm mm } f B > 


1.25 0.6 
OR 


1.0 


0.52 —0.70 0.6 
0.71—0.96 f 12 40 


0.97 29 . > 25 


30 2 . 7 40 f 2 1.5 


The dimensions are approximate, with compatibility tolerances of 0.003 in., 0.08 mm.), with the exception of E, which must 


remain to a close tolerance. Dimension D is included for toolmaking purposes 
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aligned under load in the welding machine. If this 
is not done, poor quality welds may be produced 
and electrode life will be reduced considerably. It 
should also be noted that the surface finish of the 
electrodes on initial installation can have an impor- 
tant effect on the electrode life, and it is desirable 
that as smooth a surface as possible should be 
obtained, for example, by surface grinding. The 
electrodes may be incorporated in jigs or fixtures 
for locating parts in the machine, but care must be 
taken that any such locating devices do not form 
a current path alternative to the projections. The 
use of magnetic material for jigs and fixtures must 
be avoided, as such material, if in the machine 
throat, will get hot due to the eddy currents induced 
every time a weld is made, and will also reduce the 
secondary current of the machine by increasing the 
inductive losses. 


REVISED SECTION (No. 1 
ONE, TWO OR THREE PROJECTIONS IN 
LOW-CARBON STEEL SHEET 


Materials 

Projection welding of mild-steel sheet is mainly 
carried out using material with a carbon content 
not exceeding 0.1 per cent. If the carbon content 
is greater than this, particularly if it is associated 
with high percentages of manganese (greater than 
0.6 per cent) and nickel, chromium, molybdenum, 
etc. (any one greater than 0.1 per cent), difficulty 
may be experienced due to the formation of ex- 
tremely hard and brittle welds. Generally, the 
thicker the material being welded, the higher the 
carbon content which can be tolerated. Examples 
of steels which may be used successfully for pro- 
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TABLE II]—Proposed Projection Welding Conditions 


0.072-—0.099 


0.053—0.071 0.100—0.134 


1.32—1.8 1.81—2.51 2.54—3.4 
1.5 2.0 3.0 
500 750 1,050 
227 341 478 
| Current | Current Current 
Time | projec- | Time | projec- | Time | projec- 
cycles} tion cycles} tion cycles tion 
kA kA kA 
17 10.9 23 11.8 28 12.9 
27 9.7 33 10.7 38 11.6 
37 9.0 43 10.2 48 11.0 


current per projection should be 80 per cent of the values given 


Sheet in 0.021—-0.027* 0.028 0.037 0.038-—0.052 
hickness mm 0.55—0.7 0.72—-0.9 0.92—1.3 
Projection size 0.6 0.8 1.0 
Electrode Ib 125 200 325 
load per 
projection kg 57 9] 148 
Current Current Current 
Time | projec- | Time} projec- | Time | projec- 
cycles tion cycles tion cycles tion 
kA* kA kA 
8 6.0 7 90 12 9.7 
13 5.8 17 7.0 22 8.2 
18 5.7 27 6.6 32 7.5 
* For welding two or three projections in the 0.6 projectior ze the 


are possibly 


Evidence in production suggests that these thicknesse 
suitable, 50 cycles 1 second 


ust 


below the limit at which the projection shape specified is really 
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jection welding are given in Table I. Welds from 
a single application of current in higher carbon 
materials (more than 0.1 per cent), may be satisfac- 
tory, but a post-heat treatment may be necessary 
in order to temper the weld and _ heat-affected 
zone. 

An important factor for successful projection 
welding is the cleanliness of the material, that is, 
there should be no dirt, grease, oxide scale or rust 
on the surfaces. 


Projection Sizes 
Recommendations Based on Experimental Work by the 
British Welding Research Association 
The shapes of the projections which should be 
used for welding flat mild steel sheets are shown 
in Table II, with an outline of the punch and die 
which may be used for forming the projections. 
These forms are to be preferred and can be used 




















Fig. 8.—Relationship between weld strength and projection 
size 
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successfully for the majority of applications. The 
accuracy of the projection heights in any one 
component is of prime importance, and to obtain 
the best results the individual heights should be 
within 0.00] in. of each other in each cluster of 
projections. The pitch of projections can have an 
important effect on the strength of the joint pro- 
duced and on the welding conditions required. 
As the projection pitch is reduced, the tendency 
of individual welds to grow towards one another 
becomes more pronounced, and eventually a 
point may be reached at which a single continuous 
weld is formed, in which case it is better to use 
either a smaller number of individual projections 
or a different type of projection such as a line or 
Y form. 


Welding Conditions 

A range of projection-welding conditions for 
each projection size is given in Table III and by the 
curves in Fig. 4. The relationships between the 
welding conditions and projection sizes are shown 
in Figs. 5, 6 and 7. The weld strengtas drawn 
in Fig. 8 are the minimum which may be con- 
sistently expected between two flat sheets using 
the proposed welding conditions ; if other con- 
ditions giving lower strengths are adopted less 
consistency may also be expected. The exact 
strength obtained in any particular application will 
depend upon the design of the component being 
welded. 


In all cases burrs on the edges of pressings and 
other distortions which may lead to current passing 
between the components at points other than the 
projections must be avoided, since any such current 
shunting will result in low and inconsistent weld 


strengths. 
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Some Extracts frum the 
Association’s Annual Report, 1959 


"THE year under review was the last of the five 

years during which Dr. Maurice Cook was 
Chairman of the Council. A fitting climax to 
Dr. Cook’s term of office was the occupation during 
the year of the new laboratory block, which com- 
pletes the original building plan on the Euston 
Street site. This was opened by Sir Alexander 
Fleck on May 13, and the opportunity was taken 
to invite representatives of members to visit the 
laboratories and to familiarise themselves with the 
facilities available and the work in _ progress. 
Mr. F. C. Braby took over the chairmanship from 
Dr. Cook in January of this year. 


Process Control 

Instrumentation 

Maximum effort has been concentrated during 
the latter half of the year on the B.N.F. Plating 
Gauge for rapid non-destructive thickness testing 
of electro-deposits. The original instrument, which 
had proved satisfactory as a laboratory tool, has 
now been successfully modified so that readings 
can be taken rapidly by unskilled operators and it 
is now suitable for industrial quality control. 

Further work on the theory of eddy current 
testing has proceeded and demonstrations of the 
testing of tubes have been staged. Good progress 
has also been made in the development of methods 
of emissivity correction in the measurement of the 
surface temperature of aluminium during hot- 
working operations, sufficient to justify attempts 
to try out the techniques in industrial operations. 


End Uses 

Corrosion and Protection 

Non-ferrous metals owe many of their end uses 
to their inherent resistance to corrosion, and much 
of the year’s work has been devoted to developing 
still better alloys for specific purposes, defining the 
limits of use of known materials, and improving the 
method of application or the quality of protective 
coatings such as zinc, nickel or chromium. 

Resistance to corrosion by waters is still of major 
importance. The copper alloys developed to resist 
corrosion in condensers operating in highly polluted 
estuar‘ne waters are now undergoing service trials 
in ships and power stations. A gunmetal developed 
by the Association for its superior properties in other 
respects to existing alloys has been shown to be 
equal to Admiralty gunmetal in resistance to sea- 
water corrosion. 

Many of the researches deal with the use of 
metals in domestic supply waters. Copper pipes 
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initially free from internal films of either oxide or 
carbon have been found free from corrosion 
troubles in all waters except a few soft manganese- 
bearing waters, where pits may eventually develop 
after long service. The incidence of such troubles 
is trifling and this research has been concluded. 

No success has been achieved in preventing 
dezincification of duplex brasses in certain types of 
water, but good progress has been made during the 
year in attempts to identify the water compositions 
which promote this attack. In addition to tests in 
synthetic waters, efforts are being made in co- 
operation with the Copper Development Association 
to obtain failed fittings from many areas to establish 
the supply waters in which duplex brass fittings can 
be used without fear of dezincification. 

The examination of new types of zinc coating 
on hot-water tanks is still progressing slowly 
owing to the difficulty of devising an accelerated 
test which does not, because of the accelerating 
agent, produce a type of attack different from that 
occurring in service and therefore giving misleading 
results. Installations have been erected in certain 
districts where the natural water seems to give the 
right sort of attack relatively rapidly, but quick 
results cannot be expected. 

The other line of galvanizing research, the 
production of heavy coatings on structural steel, 
has proceeded to the point where conditions for 
forming coatings in excess of 3 oz. per sq. ft. at all 
points have been defined. 

The use of sprayed aluminium coatings on various 
alloys has been shown to be of great value in 
protecting against most forms of corrosion, though 
there remains some doubt to be cleared up about 
its complete efficacy against stress corrosion in one 
or two extremely severe conditions. 

The main development in the field of electro- 
plating has been the application of earlier work 
on conditions for depositing thicker crack-free 
chromium coatings. The resistance to blistering 
of nickel-chromium coatings on zinc-alloy die- 
castings has been shown to be greatly improved by 
the application of up to 0.00005 in. of chromium, 
deposited under conditions giving freedom from 
cracking, on an adequate nickel undercoat (not less 
than 0.001 in.). In view of the importance of 
improving quality of these finishes on the zinc-alloy 
die-castings used on cars, wide publicity has been 
given to this finding. 

The basic study of bright nickel solutions using 
additions “labelled” with radioactive tracers has 
made sufficient progress to suggest several lines of 
future work which may lead to useful practical 
applications. 

One other research in this section has been a 
comparison with outdoor exposure of the various 
accelerated corrosion tests available for electro- 
deposited coatings. 
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Compiled by J. W. Langton, 


CONE ROLLS 


OR the rolling of small- to medium-sized cones, when 

there is a real difference between top and bottom dia- 
meters of the frustum, the cones are often rolled in rolls, 
similar in principle to the rolls described in the first sheet, 
but having conical rolls. The angle of these rolls is not of 
necessity strictly that of the cone to be rolled, some 
variations are possible, but it is not possible to define the 
variations here 

Hand and power versions are available, but they are not 
usually stocked, because of the variation in types of cones 


to be rolled 


SWAGING MACHINES 
The term swaging machines is one used to cover machines 
used for various rotary operations beside swaging (which is 
the production of a bead) such as joggling or necking, 
wiring and closing, jennying or flanging. The nomenclature 
of these operations is fairly loose, but Fig. 3 shows a 


typical machine and some of the rolls in common use 

A swaging machine in principle is very simple, being 
merely a pair of shafts, one mounted above the other, and 
geared together. One shaft (the top) is in a housing 
adjustable within small limits in a vertical plane, to the 
other shaft which is fixed. The movement of the adjustable 
shaft is usually about a fixed pivot, so that the roll adjust- 
ment is not a truly vertical line, which point can affect some 
work particularly trimming or shearing 

By use of varying pairs of rolls on the shafts, various 
rotary operations can be done 

in Hand Power Swagers, the shafts are turned by hand 
by means of a handle on one shaft. In Power Swagers, the 


shafts are mechanically power driven. 


Size and Capacity 
Swaging machines are usually defined by giving maximum 


metal thickness to be swaged, and the depth of throat on 


M.B.E., B.Sc.(Lond.), M.I.Mech.E. 


the machines, from roll centre to back of the gap 


The metal thickness definition is rather a loose one, 
because obviously the rate of swaging should be coupled 
with it. It is difficult to do this because of the varied nature 
of the work, but the metal thickness specified does give 
some clue of the relative strengths ot shafts and housings for 


various machines 


HAND MACHINES 


There are at least three common groups of hand swaging 


machines 


Jennies or Burring Machines (Fig. 2) 


These are the simplest type, and are usually 


purpose machines used for jennying or throwing up small 


singie 
flanges. The rolls and shafts are usually integral, hence the 


single purpose. Used tor gauges up 18 s.w.g. Throat 
and not usually specified, but sometimes 


(About 1 to 34 inches 


depths are small, 


the diameter of rolls is given 


diameter.) 


Swaging Machines (Fig. 1) 
The main specifications are gauge of work and depth of 
throat. Made for gauges up to 14 gauge and with throat 


depths up to 27 inches. May be geared or ungeared 


Machines may be supplied with sets of rolls as standard 
equipment, or minus rolls. Attachments can be supplied 


on some models for circle cutting and circular flanging 


Wiring Machines (Rotary) 
Hand wiring machines are usually hand swaging machines, 
supplied complete with the necessary rolls to form the 


metal round the wire and close it (two operations). Specify 
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Sheet Metal Rolling Machines — 2 (Cont.) 


sheet metal maximum thickness and also maximum diameter 


of wire. 


POWER SWAGING MACHINES 


Not too common, but can be obtained for work on metal 
thick. 


remains, and power operation is often by foot control 


Basic principle of the geared swage 


up to g in. 


Note. —It is often easy to motorize hand machines for light 
work. The adjustment of the top spindle is still usually by 
hand. 


Attachments for power swagers are more common, and 
the machines are then sometimes termed rotary combina- 
Most rotary operations call for a 


tion machines. Note. 


certain amount of ‘‘knack’’ for successtul results 


SECTION-ROLLING MACHINES 


Section-rolling machines in one concept, may be con 
sidered as a number of swaging machines mounted together, 
j.e. they consist of a number of pairs of spindles geared 
together mounted in a single frame. The number of pairs of 
rolls varies with the rotary work to be done, five being the 
limit on the 


minimum number as a rule, with no real 


maximum number 


Many shapes or sections can be rolled in the machines, as 
well as bending, hemming and similar work, each pair of 
rolls carrying out part of the total work. The allocation of 
the work to each pair of rolls is a matter of experience. For 
lighter work, the rolls may be overhung, permitting work 
of unlimited width to be passed through, or the rolls may 
be mounted between the shaft housings for greater rigidity 


The machines are high-speed producers of sections 


Lock Forming Machines 

These machines are essentially section rolling machines 
and are usually offered with overhung rolls, double sided 
One side has rolls and shafts integral for the lock form 
joint, and on the other side rolls may be fitted for other 


section rolled work. 


Section rolling machines are not really intended for short 


‘ ength or small quantity work, and most deal with material 


thicknesses up to ¢ in 


Wheeling and Raising Machines (Fig. 5) 


These machines are used for removing dents, creases and 
buckles from sheet-metal work and forming to shape curved 


panels 


The machines have a large frame and forming rolls are 
mounted on the front opening on suitable forks, and the 
rolls may be turned through any angle. There are, of 
course, different shaped rolls for different work. The work 
is fed to the rolls by hand, and skill is required for the 


operations. 


Definitions of sizes of numbers are usually by gap depths, 


common being 19, 30 and 42 inches, for gauges to 14 s.w.g. 


Metal Spinning Lathes (Fig. 4) 


Metal spinning is the formation of sheet-metal circular or 
oval parts by pressure application to the sheet metal while 


this is rotating at fairly high speed. 


The metal to be spun is gripped between the face of a 
chuck of the correct shape and a held up plate face, with the 
portion to be spun projecting and spinning tools of various 
kinds are applied to force the unsupported metal to the 
required shape. The operation is both highly skilled and 
comparatively slow, and so this method has been to great 


extent replaced by mechanical press and tools. 


The spinning speed is important and varies very con- 


siderably with the metal, its thickness and size. Some 
average spindle speeds for various metals are Mild steel 
250 to 650; brass 750 to 1,300; zinc 1,100 r.p.m. Alu- 


minium from about 2,000 r.p.m. at 6 inches diameter to 


500 r.p.m. at 20 inches diameter 


Lubricants are used, and those in use are very similar to 
those used in presswork, /.e. tallow, vaseline, graphite, lard 
oil, etc. 

Spinning lathes are defined mostly on the centre height, 
with sometimes references to bed lengths, if these are 


important. 
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Sheet Metal Rolling Machines —2 (Cont.) 


Fig. 2 (right) 
Jenny or burring 
machine 





Fig. 1 (above) Standard-type hand swaging machine 








Fig. 3 (left).—Power swaging machine 
& 

Fig. 4 (below, left). Spinning lathe 
* 


Fig. 5 (below). Wheeling and raising machine 
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‘THE Fifteenth Annual General Meeting of the 
Institute was held at the Cafe Royal, Regent 
Street, London, on May 4. The Chairman of 
Council, Mr. F. B. Hooper, presided. Following 
the formal adoption of the Minutes of the previous 
meeting and the Accounts for the year ending 
December 31, 1959, the Chairman presented the 
report of Council on the activities and progress of 
the Institute during the past year. The year had 
been notable for three major technical events. 
The first of these had been the Symposium on 
“Applications of Sheet and Strip Metals in Build- 
ings,” organized with the co-operation of the Inst.tu- 
tion of Structural Engineers, which had evoked 
considerable interest and discussion. In June the 
Institute had collaborated with the Department of 
Engineering of the University of Sheffield in 
staging a Seminar on “Practical and Theoretical 
Aspects of Cold Deformation of Metals.’”’ The 
proceedings at this meeting had been most in- 
structive and progressive and it was planned 
to hold further courses of a similar nature on 
future occasions. The year’s programme had 
culminated in the Annual Conference at which a 
programme of excellent technical papers had been 
effectively discussed by over 250 members. The 
Exhibition, which had been staged in conjunction 
with the Conference was generally adjudged as 
having been better and more informative than ever. 
The Branches continued to do very valuable work 
and attendance at all local meetings had been at a 
gratifyingly high level throughout the session. 
During the year a Committee had been set up in 
Sheffield to cater for the needs of Institute members 
in that area and it was intended that meetings of 
particular interest to Sheffield industry should 
be held in that City from time to time. 


Urgent Need for More Research 

In referring to the progress made by the Deep 
Drawing Research Group of the Institute, the 
Chairman drew attention to the unsatisfactory 
position in the U.K. with regard to research into 
sheet metal working subjects. Sheet metal entered 
widely into all industrial and domestic fields and 
was one of the most effective and versatile materials 
of construction available. Nevertheless its efficient 
use did present technical problems and it was the 
whole purpose of the Institute and of its various 
Groups and Committees to contribute towards the 
sclution of these problems in the interests of the 
whole industry. While the value of the work being 
done by the Institute was appreciated and supported 
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by most of the large users of sheet metal, there was a 
very great number of smaller firms who needed to 
be convinced of the value of co-operative investiga- 
tion and research. International technological 
competition was growing keener all the time and the 
economic survival of the industry, particularly in 
relation to the export market, was closely linked with 
the development and exploitation of ever more 
efficient ways of fabricating components from sheet 
metal. 

In closing his report the Chairman paid a very 
warm iribute to all those whose honorary services as 
members of Council and of the many committees of 
the Institute had been made so readily and effective- 
ly available and without whose sustained interest the 
work of the Institute could not continue. 


Election of Council Members 

The Hon. Secretary reported to the Meeting that 
the following four members of Council had retired 
and being eligible, had offered themselves for re- 
election. Mr. H. A. Chambers, Rockwell Machine 
Tool Co. Ltd.; Mr. T. W. Elkington, Peter Brass- 
house Lid.; Mr. C. E. Hedin, Hedin Ltd.; Mr. R. 
Kirchner, Arnott and Harrison Ltd. In the absence 
of any further nominations the above were re- 
elected to Council for a further term. 


Institute Luncheon 

The Annual General Meeting was followed by 
an Institute Luncheon at which the principal guest 
was Sir William Robson-Brown, Member of 
Parliament for the Esher Division. Sir William, 
who has had a life-long association with the steel 
industry and is an authority on management and 
labour relations in the industry, addressed the 
members in a most stimulating manner and drew 
their attention to the very real need of ensuring that 
the country’s technology was maintained at the 
highest possible level and that plant and equipment 
which was inefficient and out-dated was replaced 
at every opportunity. 


Honour for I.S.M.E. President 

The President of the Institute, Mr. John Ryan, 
C.B.E., M.C., has been awarded the Gold Medal 
of the International Committee for Scientific 
Management in recognition of his outstanding work 
in international management. The award was 
made on the occasion of the 12th International 
Congress on Scientific Management in Melbourne 
last March. This is only the ninth occasion 
on which the medal has been awarded since 1927, 
and Mr. Ryan is only the second British recipient. 
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INTERNATIONAL INTEREST IN 
PROTECTION AGAINST GORROSION 


RECENT estimate given by 


De. 7. G. 


Hudson of the British 


Iron and Steel Research Association of the costs of protection 
against corrosion incurred in Great Britain in painting steel, galvanizing, 
tinning and other processes such as phosphating, was {200 million a 
year and the overall figure for both protection and deterioration has been 


estimated at £600 million. 


This is a matter which has attracted a great 


deal of interest and has led to the formation of societies and technical 
societies and groups with the object of investigating these special 


problems 


The British Association of Cor- 
rosion Engineers was formed last 
year to promote the dissemination 
of technical information on corrosion 
matters, to develop the free inform- 
ation among members and to 
promote such educational and other 
facilities as may be required for the 
establishment of corrosion engineer- 
ing as a recognized profession 
Individual membership (two guineas 
is open to everyone interested and 
associated with corrosion engineer- 
ing. The address of the Hon 
Secretary is 97, Old Brompton Road, 
S.W.7 The Association has been 
elected a member of the European 
Federation of Corrosion, which is 
a non-profit-making union with the 
object to promote European co- 
operation in the field of research 
on corrosion and methods of com- 
batting it. Membership is restricted 
to non-profit-making technical and 
scientific societies connected with 
the field of corrosion or the protection 
of materials. The Federation seeks 
to achieve its objects by convening 
joint European meetings for the 
discussion of subjects of general 
interest, by convening meetings of 
working parties for the discussion of 
specific problems, by the creation 
of working groups for investigating 
special problems and by other means 
The General Secretariat of the 
Federation is managed jointly by 
the DECHEMA in Frankfurt a.M. 
and the Société de Chimie Industri- 
elle in Paris 

The Corrosion Group of the 
Society of Chemical Industry which 


held its annual general meeting on 
April 21 has reported that its 
membership continues to grow and 
is now about 570. A _ successful 
two-day Symposium on Corrosion 
Problems of the Petroleum Industry 
was held jointly with the Chemical 
Engineering Group and the Institute 
of Petroleum. Eleven other meet- 
ings were held during the year and 
most of the lecturers have given 
up-to-date accounts of research 
with which they are intimately 
connected and the practical applica- 
tions of the results. Subjects have 
included fretting corrosion, some 
problems arising in the development 
of nuclear power, the mechanism of 
inhibition in neutral solution, the 
selection of stainless steels for 
chemical plant and the long term 
investigations of the British Iron 
and Steel Research Association. 

The First International Congress 
on Metallic Corrosion is to be held 
in London, April 10 to 15, 1961, 
and the Scientific Committee of the 
Congress has invited titles and 
synopses of papers for presentation 
at the Congress at an early date. 
The scientific programme of the 
conference includes four plenary 
lectures by distinguished corrosion 
workers from France, Great Britain, 
U.S.A., and U.S.S.R., and the com- 
mittee aims to secure papers from 
laboratories throughout the world. 
The secretary of the Scientific Com- 
mittee is Mr. Hector Campbell of 
the British Non-Ferrous Metals 
Research Association, Euston Street, 
London, N.W.1 


IRON AND STEEL 
INSTITUTE 


Annual Dinner 


The annual dinner of the Iron 
and Steel Institute was held at 
Grosvenor House, Park Lane, 
London, W.1, on Wednesday, 
May 4, when over 1,700 members 
and guests attended what has 
become the largest dinner to be 
held in London. The president, 
Mr. W. F. Cartwright, D.L., 
].P., assistant managing director 
and general manager of the 
Steel Company of Wales Ltd., 
took the chair, and it was 
interesting to note that for the 
first time a lady graced the top 
table; she was the president's 
sister, Dr. Mary Cartwright, 
F.R.S., Mistress of Girton Col- 
lege, Cambridge. 

Proposing the toast of “The 
Iron and Steel Institute and the 
Industry,” the Rt. Hon. Richard 
Wood, P.C., M.P Minister of 
Power) said that the industry was 
breaking records month after month 
and its future was assured. He 
also referred to the importance of 
tonnage oxygen to the future of the 
industry, and commented that 
finance for development was greater 
than ever before 

The Minister of Power, he said, 
had a large stake in the industry, 
which he felt sure, would always rise 
to the challenge of not only to-day’s 
problems but those of the future 

Replying to the toast, the president 
said that he considered himself 
lucky to be president in such a 
hopeful year, and reviewed some of 
the developments that, he said, would 
in the future, make steelworks not 
only cleaner but more efficient 
He also emphasized the importance 
of the computor for the future of 
steel production. 

Mr. I. F. L. Elliot, hon. vice- 
president of the Institute, proposed 
the toast of “The Guests” and 
particularly welcomed Dr. Mary 
Cartwright and visitors from over- 
seas, in particular Dr. Schenck ; 
Sir Cyril Musgrave, chairman of the 
Iron and Steel Board, replied 
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SCIAKY WELDING MOVES ON 
TO AUSTRALIA 


CIAKY ELECTRIC WELDING MACHINES LTD., Falmouth 
Road, Slough, in association with Pye Industries Ltd., announce 
the formation of an Australian company called Sciaky Australia (Pty. 
Ltd., to manufacture, install and service resistance-welding equipment 


for the Australasian Continent 


The new company will also have 


facilities for spares and service for the hundreds of Sciaky machines 
already in use there. The Sciaky group of companies has factories 
at Slough, Paris, Chicago and Los Angeles, and has distributors and 


service depots on every continent. 


A spacious new factory has been 
under construction at Fairfield, 
New South Wales, for the new 
Company which was expected to be 
in production by the end of May 
Directors of Sciaky Australia (Pty 
Ltd. include R. W. Ayers (U.K 
and David Sciaky (U.S.A.). 

It is just 25 years since Sciaky 
Electric Welding Machines Ltd. 
was registered as a company and 
commenced production of resistance 
welding machines in Slough using 
techniques developed by the Sciaky 
French and American organizations 

25 years in which the rapid and 
progressive growth of Sciaky resist- 
ance welding in all its forms—spot, 
seam, projection and flash butt have 
provided a considerable contribution 
to the economical manufacture of 
many of the popular products to be 
found in massive quantity produc- 
tion throughout the world to-day. 
A recent advance is the Sciaky 
patented ““Three-Phase”’ balanced 
load frequency conversion resistance 
welding system. 

Productivity has always been the 
great attraction in the ux of 
resistance welding and in recent 
years Sciaky have built many 
completely automatic multi-welders 
and entire production lines for 
British industry. Machines with a 
total weight of 100 tons and 95 ft. in 
length have recently been completed 
at the Slough factory. They are 
capable of assembling and welding 
a complete car floor, gearbox tunnel 
and seat reinforcement assembly 
at production rates of 120 per hour 
one million spots per day)—a 
tremendous step from the small 
spot welder of 25 years ago. 

Parallel to the development of the 
machines have been the advances 
made in electronic control systems 
which have gradually decreased the 
number of operators and _ skill 
requirement. An entirely separate 
division exists at Slough to further 
investigate design and development 
in this field 


The extension of the Slough 
company’s activities come as a 
direct result of a personal survey of 
Australian industry by Mr. R. W. 
Ayers, Sciaky’s managing director, 
who has for some years shown 
interest in the rapidly expanding 
industry in that country. The 
modern factory under construction 
is being erected at Fairfield, a 
pleasant Sydney suburb where full 
design and manufacturing facilities 
for all types of Resistance Welding 
Machines will be available. 


Authority on Resistance Welding 

Mr. R. W. Ayers, who is a leading 
authority on resistance welding 
and who has helped to promote 
the use of resistance welding in 
British and Commonwealth indus- 
try, says that the opening of this 
new plant in Australia is the first 
move of a big drive in Sciaky’s 
25th-year anniversary programme 
to extend and improve its world-wide 
services and manufacturing facilitics. 


A.E.I. SECURE 
4.-MILLION OXYGEN 
PLANT ORDER 


RDERS to the value of nearly 

£500,000 have been placed 
With Associated Electrical Industries 
Ltd., Heavy Plant Division, by 
British Oxygen Engineering Ltd 
for centrifugal air compressors and 
driving motors. 

The machines are for use in 
various tonnage oxygen plants which 
are to be constructed at four 
different sites in this country 
Modern developments have greatly 
increased the need for pure oxygen 
in many new industrial processes. 
One of the latest advances in the 
techniques of steel-making is to 
use oxygen, instead of air, in various 
oxidization processes, thereby im- 
proving efficiency and increasing 
steel output. Tonnage plants are 
also required by the gas-making 
industry in the new high-pressure 
gasification stations which are now 
being constructed. 

The compressors supply air to 
the oxygen plant where it is cooled, 
liquefied, and separated in a distil- 
lation column in oxygen = and 
nitrogen. 

Six centrifugal compressors have 
been ordered, each being rated at 
about 20,000 cu. ft. of free air per 
min. with a discharge pressure of 
approximately 75 lb. per sq. in 
gauge. These will be driven through 

(Continued in page 469) 


Artist’s impression of New Sciaky Factory 
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(Continued from page 468) 
speed-increasing gears by 4-pole, 
11-kV synchronous motors 

In addition to these six sets, six 
11-kV synchronous induction motors 
are included in the orders for 
driving high-pressure reciprocating 
compressors, also used in the 
oxygen-making plant 

The centrifugal compressors, 
gears, and high-speed and low-speed 
motors will all be manufactured, 
assembled, and tested by Associated 
Electrical Industries Ltd., Heavy 
Plant Division, at Rugby 


TUBE INVESTMENTS 
ACQUIRE FORDS 
(FINSBURY) LTD. 


UBE Investments Ltd. an- 

nounces that it has acquired 
the whole share capital of Fords 
Finsbury) Ltd. of Bedford. 

Ihe advanced precision engineer- 
ing products of this company, par- 
ticularly in the field of high-speed 
equipment for capping bottles and 
forming other aluminium closures, 
provide close ties between the 
engineering and aluminium interests 
of TI and Fords ‘Finsbury) Ltd 

Mr. R. E. Ford will continue as 
chairman of the board of the com- 
pany and its other directors will 
continue in their present appoint- 
ments 


DEXION HELPS AT 
AGADIR 


EARLY 70,000 feet of gal- 
vanized Dexion slotted angle 

were sent to Agadir by the War 
on Want organization which is an 
independent body sponsoring relief 
projects overseas 

The cost of transportation was 
met by the Dexion Group who also 
offered to fly a technical adviser to 
Agadir, free of charge 

Dexion has been used for re- 
construction after several earthquake 
and storm disasters in different parts 
of the world. Because of its basic 
simplicity it can be used by unskilled 
people on the spot, leaving skilled 
relief workers to other tasks In 
relief work Dexion is particularly 
suited for the construction of frame- 
works for housing or temporary 
shelters, roof trusses, and foot 
bridges and because of its slot 
pattern is more resistant to earth- 
quake tremors than many con- 
ventional materials 
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WELDING MOTOR CAR AXLES 


HE illustration below shows the British Federal Welder and Machine Co.'s 

Dual 150-kVA flash-butt welding machine, as supplied to the British Motor 
Corporation for welding of automobile axle castings. A large number of these 
machines are now in use by many leading British automobile manufacturers and 
are employed both for welding axle tubes to the banjo section and stub axles 
to banjo tubes. 

The machines are fully automatic in operation and are provided with 
independently adjustable tools to facilitate accurate alignment. The makers 
are the British Federal Welder and Machine Co. Ltd., Castie Mill Works, 
Dudley, Worcs. 





COMMONWEALTH TRAINING WEEK 
TO BE ARRANGED IN 1961 


All Forms of Training for Employment Covered 


A‘ a meeting held in Buckingham to Sunday, June 4, 1961, inclusive ; 
Palace in May, 1959, it was it is hoped that it will be possible 
agreed to hold a Commonwealth to hold the week in other parts of the 
Technical Training Week through- Commonwealth and that, as far as 
out the Commonwealth in 1961 with possible, the same dates will be 
the object of stimulating awareness chosen 
of the responsibility of the com- The week is intended to cover all 
munity towards young people enter- forms of training for employment, 
ing employment, and to stress the including apprenticeship, operative 
importance of schemes of induction training, and training for commerce, 
and training The meeting was agriculture, the professions, etc., 
attended by High Commissioners, and a booklet is in preparation 
members of Her Majesty’s Govern- listing activities which might be 
ment and representatives of the local arranged. The Institute has written 
authorities, and various national and to all county, city, borough and 
industrial organizations. urban and rural district councils 
he City and Guilds of London in England and to local authorities 
Institute undertook central adminis- in Scotland and Northern Ireland, 
trative responsibility for the week informing them of the date selected 
and in his capacity as President of and asking them to consider whether 
the City and Guilds of London they wish to take part in the Week 
Institute, the Duke of Edinburgh and if so, to decide among them- 
has approved the decision that in the selves the most suitable areas for the 
United Kingdom the date of the purpose and the best way of 
week will be from Monday, May 29 organizing the week. 
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AMERICAN SOCIETY FOR TESTING MATERIALS 
HOLD NEAR RECORD COMMITTEE WEEK 


URING the first week of February over | ,400 engineers and scientists 
—the second largest attendance in the history of ASTM Committee 
Week—met at the Hotel Sherman in Chicago to deal with the year’s 
work in anticipation of the June Annual Meeting of the Society. In 
five days, 35 of the Society’s technical committees held 351 meetings 
of sub-committees and working groups whose task is to keep ASTM 


standards up-to-date and useful 


in a fast-changing world. The 


activity of the Society is reflected in its membership which passed the 
10,000 mark last October and in recognition of this event, certificates 
were given at the Committee Week Dinner to the 10,000th member, 
Mr. R. J. McCallin of the Medusa Portland Cement Co., Mr. A. J. 


Loepsinger, Director of Research, 


Grinnell Corp. as the 1,000th 


member and to Mr. H. Allen, U.S. Bureau of Roads, as the 5,000th 


member. 


A high point of the Committee 
Week was a Panel Discussion on 
Appearance of Aluminium Surfaces 
sponsored jointly by a task group of 
the Committee on Appearance and 
the Committee on Electro-deposited 
Coatings. The following three dis- 
cussions were heard, with R. V 
Paulson serving as moderator 

“Appearance Measurement from 
the Management Viewpoint” by 
R. T. Myer, Kaiser Aluminium and 
Chemical Corporation. 


“Gloss Measurement of Trans- 


parent and Semi-transparent Films 


on Aluminium” by W. C. Cochran, 
Research Dept., Aluminium Co 
of America 

“Gloss Measurements’ by E 
Barkman, Research Dept., Reynolds 
Metal Co 

Ihe speakers discussed the various 
problems resulting from the need 
for matching colour and gloss of 
anodized silicon-aluminium alloys 
in such industries as architecture, 
automotive and appliance industries; 
the excellent attendance, as well as 
the oral indicated 
broad and general interest the 
subject 

Ihe main technical committees 
which met in Chicago and are of 
interest to readers are as follows 

A-5 Corrosion of Iron and Steel 

A-10 Iron-Chromium, Iron- 
Chromium- Nickel and Related 
Alloys 

B-2 Non-Ferrous 
Alloys. 

B-3 Corrosion of Non-Ferrous 
Metals and Alloys 

B-7 Light Metals and Alloys, 
Cast and Wrought. 

B-8 Electro-deposited 
Coatings. 

E-1 Methods of Testing 

The Comnuittee on Corrosion of 
Iron and Steel has comoleted a 
new specification covering zinc- 
coated iron and steel sheets for 
culverts and underdrains and work 


discussion, 


Metals and 


Metallic 


is continuing on specifications for 
aluminium-coated iron and _ steel 
sheets. A new atmospheric exposure 
test programme covering galvanized 
and aluminium-coated steel cor- 
rugated roofing sheets will be made 
this spring at e exposure sites 
throughout the United States. 
Laboratory work was reported on 
test methods for porosity and 
uniformity of aluminium coatings 
and method ff analysis were 
initiated 

Committee A-10 approved the 
addition of low-carbon grades of 
stainless-steel castings to Specifica- 
tion A 296. Grade CF-3 will cover 
the low-carbon chromium-nickel 
composition and grade CF-3M the 
low-carbon chromium-nickel- 
molybdenum steel. Other new grades 
will also be added to the specification 
including CG-8M, HD, HL, and 
HN 

The Committee on Light Metals 
and Alloy have approved the 
identification of wrought aluminium 
and aluminium alloys by the 
Aluminium Association designations 
instead of each alloy being identified 
by both the ASTM and the Alum- 
inium Association systems as hither- 
to The ASTM system will con- 
tinue to be used for cast aluminium 
alloys and cast and wrought mag- 
nesium alloys 

The new title of Committee B-8 
is *Electrodeposited Metallic 
Coatings and Related Finishes” 
and its scope wil! include anodized 
and functional coatings. A recom- 
mended practice has been drafted 
for sulphuric-acid anodizing of 
aluminium for various applications 
and a proposed specification re- 
submitted for anodic coatings on 
aluminium and aluminium alloys. 
A method of testing the thickness 
of anodic coatings using the eddy- 
current test is being developed. 

Transparencies of the 22 grain 
sizes now included in the Plate I of 
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ASTM Method E 112 for estimating 
the Average Grain Size of Metals 
will be offered for sale by ASTM 
Headquarters since it is felt that 
such transparencies would serve 
the metal industry as a useful tool 
Plate I covers untwinned grains 
with a flat etch and is particularly 
applicable to aluminium, magnes- 
ium, zinc, and ferritic iron and steel 
at a magnification of 100 » , but the 
transparent simple grain network 
could also be used to estimate grain 
size of other metals more easily 
than transparencies of the standard 
twinned and contrast-etched grain 
sizes in the other plates of Method 
112 


CONFERENCE ON 
HEAT TREATMENT 
A CONFERENCE on heat treat- 


ment practice, organized by 

the British Iron and Steel Research 
Association, will be held at Harro- 
gate on July 5 and 6 next 

The main aspect of the subject to 
be considered will be “ carburiz- 
ing,’ the various papers ranging over 
the theory and practice of car- 
burizing and the properties of car- 
burized steels 

Full organizational details and 
registration forms are available from 
the Technical Secretary, Metallurgy 
General) Division, BISRA, 11. 
Park Lane, London, W.1 


LEIGE FAIR: 
FOUR CONFERENCES 


HIS year’s 12th Liége Inter- 

national Fair, which will be 
held from June 2 to 16, promises to 
be the most active in its history. 

During its run the International 
Institute of Welding will hold its 
Congress in Liége; in addition there 
will be other conferences, on New 
Building Techniques, Spectroscopy, 
and Greater Hygiene and Safety at 
Work. 

With the rapprochement between 
the Common Market countries and 
the Outer Seven a top priority 
for 1960, British firms are invited 
to present their goods and services 
at one of Europe’s foremost technical 
exhibition, in the heart of the Com- 
mon Market area. The Exhibition’s 
U.K. representative is R. C. Lieb- 
man, 178, Fleet Street, London. 
E.C.4 
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HEAD WRIGHTSON 
SECURE FRENCH 
CONTRACT 
‘ies — Wrightson Machine 


d., a subsidiary of 
Head Wrightson and Co. Ltd., is 
manufacturing 23 copper conductor 
rolls, valued at £53,000 tor the 
French firm Ets. Dujardin and Cie 
rhese rolls, 24 in. in diameter with 
a face width of 46 in., will form part 
trolytic tinning line to be 
supplied to the Phenix Steelworks 
in Belgium and built under the 
licence from the Aetna-Standard 
Division of Blaw Knox. 

Since solid drawn copper tubing 
of 24 in. diameter could not be 
obtained, it was necessary to find a 
means by which the roll barrel could 
be formed by bending copper plate 
of 1 in. thickness. Head Wrightson 
were able, after considerable re- 
search, to develop a technique for 
the production of a homogeneous 
longitudinal weld along these shells 
Having produced the shells, the 
rolls were built up by inserting 
phosphor-bronze shafts to which 
supporting webs had been welded 

By means of these rolls the plating 
current of 60,000 amp. at 20 v. is 
transferred from a heavy busbar 
system into the strip as it passes into 
the cleaning, pickling and plating 
tanks. In the future the plating 
current will be increased to 120,000 
amp at 20 v. with the addition of 
more tanks 

Head Wrightson has supplied 
similar copper rolls to the Steel Co 
of Wales for their electrolytic tinning 
line at Velindre 


‘ r le 
OF an eiec 


MORE OXYGEN FOR EAST 
AFRICA 


XYGEN production capacity in 
Kenya is to be substantially 
increased 
The British Oxygen Co. Ltd., 
announce that additional plant is to 
be supplied to both the Kampala 
and Nairobi works of East African 
Oxygen, Ltd., a member of the 
British Oxygen Group. A 1,000-cu. 
ft. capacity static oxygen plant is on 
order for Kampala, while a 1,000- 
cu. ft. air separation unit, an alumina 
drier battery and B.O.C. 110 
expansion engine are being supplied 
to Nairobi 
The new plant for Nairobi is due 
in production in June, 1961. The 
new plant for Kampala, which will 
double the present production cap- 
acity, is expected to enter service in 
September, 1961 


Machining a co} 


U.S.A. INDUSTRIAL 
DEVELOPMENT IN 
THE U.K. 


OR several years now the 
United Kingdom has been one 
of the places most favoured by the 
United States manufacturers seeking 
to expand the field of their opera- 
tions. During the period 1950 and 
1959 almost 800 proposals from 
United States businessmen to manu- 
facture in this country received the 
necessary government assent and 
by the end of 1958 they had invested 
over 2,000 million dollars in the 
United Kingdom 
Hitherto, sources of information 
available in the United States about 
opportunities for setting up manu- 
facturing enterprises in the United 
Kingdom have been the Commer- 
cial Section of the Embassy and 
Consular posts throughout the 
United States, as well as special 
missions from time to time, and 
representatives of some Regional 
Development Associations in New 
York. The Board of Trade has 
now decided to set up a special 
office in New York to combine these 
activities in a completely integrated 
unit in co-operation with the 
Northern Ireland Government who 
already maintain a similar >ffice for 
its own purpose in New York 


The address of the new office will 


onductor roll at Head Wrightson’ 


Work 


United Kingdom Industrial 
Development Office, 
British Consulate-General, 
99, Park Avenue, 
New York, 16 
It will be headed by Mr. A 
Currall, an assistant secretary of the 
Board of Trade, seconded to the 
Foreign Service for this purpose 


COURSES IN MANAGEMENT 
IR DAVID ECCLES, Minister 


of Education, has outlined 
in a circular to local education 
authorities, a scheme for a new 
Diploma in management studies and 
two new National Certificates in 
business studies. The Diploma is 
designed to provide a more advanced 
course suitable for men and women 
who are already professionally quali- 
fied. It will be awarded, not before 
the age of 26, to students who have 
completed a course of study which 
may be full-time, up to one year 
or part-time, taking three years to 
complete. Before entering on the 
course, students will normally be 
required to hold a degree, a diploma 
in technology or equivalent qualifi- 
cations, but arrangements will be 
made to enable older students 
without these qualifications, but with 
substantial practical experience, to 
take the course. 

It is hoped that the scheme will 
fulfil the need for advanced manage- 
ment education and that industry 
will sponsor students for the courses 
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ELECTRO-POLISHING HELPS TO 
PRODUCE STAINLESS-STEEL ANCHORS 


B* utilizing the Electropol Process (main United Kingdom processing 


plant, Electropol Processing, Ltd., Trading Estate, 


Farnham, 


Surrey) it has been possible to produce solid stainless-steel anchors in 
commercial quantities at prices well within the range of the yachtman’s 
pocket and comparable with those of conventional galvanized steel 
anchors, even though stainless steel is over ten times the price of ordinary 


steel. 


These “Digger” Anchors are 
manufactured by Dell Quay Yacht 
Yard Ltd., Chichester, and owing 
to the high strength of the stain- 
less alloys it has been possible 
to produce a light-weight anchor 
which has a high fluke area, thus 
yielding holding powers far in 
excess 0? those of the conventional 
anchor of much greater weight. 
The special shape of the crown 
contributes to the fluke area and 
ensures that the anchor automatically 
adjusts itself to lie correctly on and 
in the ground. The head is held 
up and the fluke points driven into 
the ground, ensuring reliability of 
action. Although fast and tenacious 
while buried, when hauled short 
overhead the anchors come out 
cleanly. In cases of emergency the 
crown is fitted with a tripping 
attachment; a heave on this brings 
the “Digger” safely home. Its 
light weight enables it to be easily 
swung clear of the top sides. 


Why Electro-Polished ? 

rhe corrosion resistance of stain- 
less steel is well known; but it is 
essential that the steel’s surface be 
as smooth as possible. Maximum 
corrosion resistance depends on the 
quality of the polish and freedom 
from inclusions 

If the anchor had had to be finished 
by the normal mechanical polishing 
methods, which are time and labour 
consuming, besides being otherwise 
costly, its selling price would have 
been prohibitive. By utilizing the 
electropolishing method a _§ far 
smoother surface has been produced 
in every part of the fabricated anchor 
than would have been possible by 
mechanical methods, while some 
parts, most likely as seats of cor- 
rosion, could not possibly have been 
polished This smoother, highly 
lustrous, greater corrosion resisting 
surface is also so economically 
created that the “Digger”? anchors 
are sold at a competitive price. 


DAVY-UNITED FORM NEW STEEL 


IPROCESS DIVISION 


AVY AND UNITED ENGIN- 

EERING CO., LTD. an- 
nounce that they have formed a 
Steel Processes Division to ab- 
sorb the personnel and carry on 
the work previously undertaken 
by Davy British Oxygen Ltd. 
Davy British Oxygen was estab- 
lished over three years ago 
jointly by Davy-United and 
British Oxygen to investigate 


The rapid expansion of oxygen 
steelmaking throughout the world 
has necessitated an expansion of 
activity by the joint company and 
the two companies have agreed that 
the execution of prospective con- 
tracts for oxygen steel melting shops 
should be handled by Davy-United 
in view of their experience of large 
scale contracts involving heavy 
steelworks plant. Accordingly the 
Steel Processes Division has been 
formed although Davy British 
Oxygen Ltd. will remain in existence 


the various kinds of pneumatic 
steelmaking processes and to 
carry out the basic engineering 
studies necessary for the design 
of complete oxygen §steel- 
making plants. This 
arrangement brought together 
the plant designing resources 
of Davy-United and the tech- 
niques in the use of oxygen 
which the British Oxygen Co. 
has developed. 
and act as the focal point for future 
collaboration in this field 
Davy-United’s Steel Processes 
Division is at Suffolk House, 
Suffolk Road, Sheffield 2, and is 
staffed and equipped to provide 
metallurgical, technical and econo- 
mic surveys against any projected 
steelmaking development, design 
services for oxy-steel equipment, 
and the engineering and supply of 
oxygen steelmaking plant up to 
complete melting shops 
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GOVERNMENT TRAINING 
CENTRES 


Ste Minister of Labour, Mr 
Edward Heath, has announced 
that he proposes to set up a small 
number of classes in Government 
Training Centres to provide first 
year apprenticeship training tor 
boys accepted as apprentices by 
firms and preferably from firms 
which have hitherto found it im- 
practicable to undertake apprentice 
training or to increase their present 
number of apprentices. No charge 
will be made for the training 
provided, but employers taking part 
in the scheme will be required to 
give an undertaking to pay the 
wages of apprentices during the year 
and to continue the boys’ training 
afterwards under the normal in- 
dustrial arrangements. The usual 
provision for day release will apply 
during the year. The scheme has 
been approved as a whole by the 
British Employers’ Confederation 
and the Trades Union Congress, 
and the establishment of classes in 
engineering has been agreed by 
employers and trade unions in that 
industry 

rhe first training places will be 
available this summer at eight 
Government Training Centres 
Aintree, Birmingham, Bristol}, 
Cardiff, Hillington, Leeds, Letch- 
worth and Long Eaton. Further 
classes will be added at some of these 
centres and at others, probably 
Enfield, Leicester, Perivale, Slough 
and Waddon 

Training will cover, on a system- 
atic basis, a syllabus similar to that 
covered during the first year by 
firms with good apprenticeship 
training arrangements. Detailed 
svilabuses have been supplied to the 
engineering and construction in- 
dustries 
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ANGLO-FRENCH TECHNICAL 
CO-OPERATION 


YMPLETE automatic paint 
spraying installations ranging 

from the classic dipping or spraying 
methods to advanced electro-static 
and airless high-pressure precision 
systems are now available to British 
manufacturers through E. G. Irwin 
and Partners Ltd 

This is the result of the association 
formed between Irwin and Partners, 
design development and consulting 
engineers of London and Société 
d’Equipment Technique Rationnel 
Pour Il’Industrie (S.E.T.R.I of 
Paris 

S.E.T.R.I. have combined within 
a single organization the fields of 
industrial chemistry, mechanical, 
electrical and heating and ventilating 
engineering to enable them to 
specialize in the design and building 
of automatic plant for metal surface 
preparation. They have already 
established a considerable reputation 
throughout the Continent where they 
have installed plants for Renault and 
Citroen as well as many other 
domestic industries 

Irwin and Partners have a qualified 
staff of more than 300 to meet a 
client’s needs in any of the fields of 
civil, mechanical, electrical, struc- 
tural, industrial plant, product and 
production engineering. 


PURCHASING OFFICERS 
ASSOCIATION MINIBITION 


HE 1960 “ Minibition ”’ organ- 
ized by the Purchasing Officers 
Association will be held in The Spa, 
Scarborough from September 29 
to October 1. 

This exhibition, which as its name 
implies, is a miniature one in which 
the stands are all of standard con- 
struction with a platform size of 
3 ft. by 5 ft., is planned as an 
educational feature at the Associa- 
tion’s National Conference. It gives 
Manulacturers an opportunity to 
show their products to buyers for 
industrial concerns and public un- 
dertakings. The stand hire charge 
is £25 and as usual there will be a 
competition for the best displays, 
divided into two classes, educational 
and display. 

Further details may be obtained 
from The Secretary, Purchasing 
Officers Association, Wardrobe 
Court, 146a, Queen Victoria Street, 
London, E.C.4 
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CHANGES OF ADDRESS 


HE new address of Precision 
Components (Barnet) Ltd. is 
Kabi Works, Cranborne Road, 
Potters Bar, Middlesex, Telephone 
Number: Potters Bar 3444 
. . * 
DDEHOLM LTD. have in- 
dicated that their London office 
is now at 124, Victoria Street, 
London, S.W.1, Telephone Number 
VICtoria 6780 and 5711 Their 
Head Office remains at Crown 
Works, Northwood Street, Birming- 
ham 3, CENtral 8971, and the 
Scottish service depot at Alangrange 
Lodge, Kenilworth Road, Bridge of 
Allan, Stirlingshire, Telephone 2289 
*. . . 
NDREW FRASER AND CO 
LTD., the hydraulic pump and 
valve manufacturers, have a new 
address: 64/65, Vincent Square, 
London, S.W.1 rheir telephone 
number remains V1Ctoria 6736. 
This company was previously 
situated at 29, Buckingham Gate, 
London, S.W.1 
. . 7 
HE Head Office, Registered 
Office and Trar+.er Office of 
Frederick Braby and “Zo. Ltd. is 
now Braby House, Smithfield Street, 
London, E.C.1 
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INSTITUTE OF WELDING 
London Branches Dinner 


HE annual dinner of the North 
and South London Branches 

of the Institute of Welding was held 
at the Connaught Rooms, London, 
W.C.2, on Thursday, April 21, with 
R. W. Ayers, president of the North 
London Branch, in the chair 

A record number of members and 
friends attended what can only be 
called a most enjoyable and success- 
ful evening. The toast of “The 
Institute of Welding and the London 
Branches’”’ was proposed by Mr 
A. A. Shenfield, economic director 
of the Federation of British Indus- 
tries, to which the president of the 
Institute, Mr. E. Seymour Semper, 
M.1I.Mech.E., F.R.S.A., replied 

The toast of “The Guests” was 
proposed by Mr. N. L. G. Ling- 
wood; Mr. J. Strong, M.A. (past- 
president) replied 


Sixth Castner Memorial Lecture 

“HE Society of Chemical Industry 
‘| announce that Dr. W. J. Kroll 
of Corvallis, Oregon has been ap- 
pointed the 6th Castner Memorial 
Lecturer and will deliver his lecture 
entitled “‘The Fusion Electrolysis 
of Titanium” in Glasgow on Friday, 
October 7, 1960 


NEW COMPANIES 


“Led.” in understood, cise ** Private Co." Figures = Cepite!, Nomes = Directors, oll unless otnerwise 
ind cated 


PLANT AND PARTS, 18, Ben- 
tinck Street, W.1. March 7. £100 
To carry on bus. of engrs., founder 
etc. Samuel T. Horsfield, Noel 7 
Tenkinson, Harold V Wardle 

D. S. TURNER. March 9 
£20,000. To carry on the bus. of 
smelters and casters of aluminium 
and other ferrous and non-ferrou 
metals, etc. Directors not named 

WESTS-LOYNE, Drewitt Street, 
Miles Platting, Manchester. March 
ll. £25,000. To undertake all op 
erations in connection with the applica- 
tion of mings and coatings of 
anu-corrodable and = antt-corrosive 
substances, etc. Directors not named 

COLCHESTER LATHE (DIS- 
TRIBUTORS). March 22. £100 
To carry on the bus. of merchants, 
sellers and suppliers of machine tool 
and anti-friction and other bearings, 
and manufacturers of lathes, eté 
Directors not named 

H. SAMSON (BOLTON), Mor- 
ris Fold, Thwaites Street, Bolton 
March 23. £5,000 To take over 
bus. of sheet-metal worker and panel 
beater carried on at Bolton by Harry 


Samson, et Harry Samson, Lily 
Samson, Percival R. Copper 
MECVET SERVICES, Warwick 
House, Usk, Mon March 23 
£5,000 To carry on the bus. of 
manufacturers of and dealers im 
machine tools, press tools, etc. Richard 
7 Blench, Herbert Blench 
BLOOMER AND CLARKE, 
Hurst Lane, Tipton, Staffs. March 
24. £1,000 To take over bus. of 
diesinker toolmakers and engineers 
carried on as Bloomer and Clarke at 
Tipton, etc. Albert W. Clarke and 
Mrs. Beatrice M. Clarke 
W. H. PYWELL, Birkdale, Shell 
Beach Road, Canvey Island. March 
29. £100. To carry on bus. of 
precision engineers and metal workers, 
ete Wm. H. Pywell and Maude 
Ri Ide ll 
STALEY-PORTLAND, 18, 
Portland Place, Stalybridge, Ches 
March 30 £1,000 Robert S 
Beckett, Alan Pickering, Dems J. 
Turner 


From the Register compiled by jordan & Sons Ltd. 
16, Chencery Lane, London, W.C.2 
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APPOINTMENTS and 
STAFF CHANGES 


Mr. Jonathan Backhouse, a man- 
aging director of J]. Henry Schroder 
and Co. Ltd., Mr. Patrick C. Hall, 
chairman of Hall Engineering ( Hold- 
ings) Ltd. and Mr. G. J. W. Turner, 
M.C., T.D., J.P., chairman of 
Wrights’ Ropes Ltd., have accepted 
invitations to join the board of 
The Lancashire Steel Corpora- 
tion Ltd. 


* . 


The Fairey Company Ltd. have 
appointed Mr. L. R. E. Appleton as 
managing director of Fairey En- 
gineering Ltd. and Mr. P. J 
Duncton (who is already a director 
of Fairey Engineering) as general 
manager, Heston. The Heston, 
Middlesex, factory is now the new 
head office of Fairey Engineering 
Ltd. Mr. H. G. Gregory remains 
director and general manager of 
Fairey Engineering’s Stockport fac- 
tory 

These new appointments reflect 
the changes in organization brought 
about by the sale to Westland 
Aircraft last month of Fairey Avia- 
tion Ltd., Fairey’s U.K. aviation 
subsidiary. The Fairey Company 
now has 10 subsidiary companie 
of which Fairey Engineering is one 


* . * 


Mr. George Taylor has joined the 
London staff of Moon Brothers 
Ltd., the steel drum and tin box 
machinery manufacturers of Birken- 
head. He will be responsible for 
sales in the Southern Counties and 
export sales from the company’s 
London Office, where he will work 
with Mr. E. C. Gladwin. 

Prior to taking up his new appoint- 
ment Mr. Tay'or was sales manager 
responsible for marketing in the 
U.K. and overseas for the can 
machinery sales division of E. W 
Bliss (England) Ltd., of Derby 
He had been with that firm for over 
23 years. 

Mr. Taylor is the son of the late 
Mr. George Taylor, who was a 
well-known figure in the tin-box 
industry for many years and was a 
regular contributor to SHEET METAL 
INpusTRIES. Mr. Taylor, 40, is 


married with one son and served in 
the Army for over six years, includ- 
ing service in India, where he was 
a Major attached to the Staff of the 
Chief Engineer, Southern Army 
Command 


Mr. GEORGE TAYLOR 
(Moon Bros.) 


Mr. J. Lamont has joined Escol 
Products Ltd., on the frit produc- 
tion staff. He attended the Paisley 
Technical College where he obtained 
a distinction in Higher National 
Certificate and started training in the 
laberatories of Carrongrove Paper- 
mills; this was followed by five years 
in the central laboratory of Allied 
Ironfounders and later with the 
Imperial Chemical Industries Metals 
Division, Birmingham 


* * * 


Mr. R. D. Pearce, B.Sc. (Hons.), 
has been appointed a director of 
Keeton, Sons and Co. Ltd., a 
member of the Firth Cleveland 
Group 

Keeton, Sons and Co. Ltd., of 
Greenland Road, Sheffield, 9, are 
manufacturers of fabricated-steel 
machinery for the  sheet-metal- 
working industry. A second division 
of the company specializes in deep 
hole boring of steel bars for the 
chemical, petroleum, aircraft engine 
and heavy industrial equipment 
industries 
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Mr. C. H. Barden, 34, has been 
appointed to the technical sales 
department of Smith’s Aviation 
Division, Wembley, Middlesex, 
from the company’s Research and 
Development organization at Chel- 
tenham. Mr. Barden has a con- 
siderable background knowledge of 
autopilot development which will be 
of particular value to the company 
in pursuance of its policy of seeking 
new markets both at home and 
overseas 

Mr. Barden joined Smiths in 1954 
from Foster Transformers Ltd., 
and worked at first on a guided 
weapon control system before trans- 


ferring to autopilot research 


+ * * 


Mr. Lawrence Sutton, B.Sc 
Econ.) has been appointed educa- 
tion officer to the Institution of 
Works Managers, !96, Shaftesbury 
Avenue, London, W.C.2. Mr. Sutton 
was formerly director of studies at 
Ashbridge College. 

He was educated at Eastbourne 
College, University College, London, 
and the London School of Econo- 
mics, being the Unwin Memorial 
Prize winner of his year and he 
started his educational career as 
Housemaster at Bloxham College, 
Banbury 

After wartime service with the 
Royal Engineers he was with the 
Control Commission for Germany 
until 1950 and retired to Ashridge 
College where he became responsible 
for the inauguration and running of 
the Management Training Courses 
and Conferences on specific prob- 
lems of management and labour 
relations. As the Institution’s Edu- 
cational Officer he will collaborate 
with all Technical Colleges running 
the Institution’s two-year Training 
Course. 


* * + 


At the annual general meeting of 
the British Rubber and Resin 
Adhesive Manufacturers’ Asso- 
ciation held in St. Albans recently 
the following officers were elected 
for 1960-1961: 

Chairman: Mr. N. G. Bassett 
Smith, (Dunlop Rubber Co. Ltd 
Vice Chairman: Dr. H. Simon, 
Evode Ltd. 


* * * 


Mr. Ronald H. Braime, chairman 
and managing director of T. F. and 
J. H. Braime Ltd., sheet metal 
pressers, Hunslet, Leeds, has been 
elected president of the Leeds 
Chamber of Commerce. He 
joined the family business, which 
was established in 1890, after 
graduating from Merton College, 
Oxford, where he had gone after 
schooling at Cheltenham College 
and Leeds Grammar School 
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Mr. Ivor A. Bailey has been 
appointed deputy chairman of The 
Mond Nickel Co. Ltd. and of 
Henry Wiggin and Co. Ltd. and 
Mr. Edward Vaughan has been 
appointed director of both com- 
panies 

* * * 

Mr. H. H. Utley, A.M.I.Mech.E 
F.Inst.F., A.I.M., has been appoin- 
ted managing director of Davy and 
United Roll Foundry Ltd.—a 
subsidiary of Davy-United Ltd 
its works are at Billingham, Co 
Durham. Mr. M. A. Fiennes, 
previously chairman and managing 
director, has thus relinquished the 
managing directorship but remains 
chairman 


Ihe Engineering Group of The 
General Electric Co. Ltd., 
announces the appointment of 
Mr. E. W. Molesworth as chief 
engineer for the London, Southern 
and Eastern Areas. Mr. Moles- 
worth has completed more than 
30 years’ service with G.E.( 
His predecessor in this position was 
Mr. (¢ J. O. Garrard who was 
recently appointed assistant general 
manager of the company’s Erith 
Engineering Works. 


Mr. T. J. MacArthur has resigned 
from the board of Stewart and 
Gray Ltd., vitreous enamellers of 
Mitcham, Surrey, and will relinquish 
his position with that company with 
effect from June 30 


* o * 


George Kent Ltd. announce the 
appointment to the board of direc- 
tors of Mr. John F. Willsher, 
general works manager. 

Mr. Willsher, who is married and 
in his early forties, joined the 
company in 1947 on his release from 
the Army with the rank of Captain 
Four years later he was appointed 
production controller and, the fol- 
lowing year, production manager 
He held the post of instrument 
division manager from 1955 until 
early 1959, when he succeeded the 
late Mr. J. Horridge as general works 
manager. 

Mr. Willsher has a great interest 
in local management affairs and 
served on the council of the Luton 
Management Association for a num- 
ber of years; he is now a represent- 
ative member of the British Institute 
of Management, Local Branch 


* * * 


Mr. G. M. Harvey has been 
appointed development director of 
British Oxygen Gases Ltd. By 
arrangement, Mr. Harvey will con- 
tinue as managing director, British 
Oxygen Wimpey. 


SHEET METAL NEWS 


Technical adviser to British 
Oxygen Engineering Ltd., Mr 
S. S. Watts retired recently after 
many years’ service. From 1929 
to 1959, Mr. Watts was Lecturer 
in mechanical engineering at the 
University College, London 

He started his career with B.O.E 
as research manager at Edmonton 
National demand during the war 
years placed emphasis on production 
and he was transferred to this 
function 

Between 1933 and 1938 Mr 
Watts wrote a number of technical 
books. A number of these are still 


standard publications 
a. . 


* 


Mr M ® Jofeh, O.B.E., 
A.M.I.E.E., manager, Industrial 
Division, has been elected as an 
additional director of Sperry Gyro- 
scope Co. Ltd. 

Mr. Jofeh joined Sperry in 1947 
aS an equipment engineer, subse- 
quently heading the engineering 
unit at the company’s Stonchouse 
Glos factory for a number oi 
years 

In February, 1954, he returned 
to Brentford to take up the position 
of deputy chief engineer and later 
chief engineer of the company with 
responsibility for the design of all 
new equipment 

His appointment as manager of 
the newly formed Industrial Division 
was announced in January, 1959, 
when the company disclosed its 
reorganization plans covering the 
extension of its activities into the 
field of industrial control systems 
and instrumentation 


Mr. JOHN F. WILLSHER 
(George Kent Ltd.) 


Wolf Electric Tools  Ltd., 
London, have just appointed Mr 
Klaas van Walraven as sales super- 
visor for Holland, where for many 
years, their industrial and domestic 
portable electric tools have been in 
popular demand. 

Mr. van Walraven already has 
wide experience and strong trade 
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connexions qualifying him for this 
position. For several years, he 
has been responsible for promoting 
electric tool sales for the well-known 
firm of Warmond Ltd., Rotterdam, 
and prior to that, was area represent- 
ative for another Dutch electric tool 
importer 

Having completed a few months’ 
intensive training and field ex- 
perience in England, Mr van 
Walraven has now commenced his 
duties in Holland, and is working 
closely with the Wolf importers and 
distributors there 


* * * 


British Resin Products Ltd. 
announce that Mr. G. | Prescott 
has been appointed a director of the 
company 


Sir Ronald L. Prain, Chairman 
of the Rhodesian Selection Trust 
Group of Companies, has relin- 
quished the chairmanship of the 
management committee ol the 
Copper Development Associa- 
tion after ten years in that office 

He has been succeeded by Mr 
BE. ¢ Baring, a director of the 
Anglo-American Corporation of 
South Africa Ltd., and vice chair- 
man of the Council of the Association 
of which Sir Ronald will remain as 
chairman 


Mr. Lindsay Carstairs, chairman 
of Arusha Industries Ltd. an- 
nounces the appointment of three 
executives to new positions on the 
group headquarters staff 

Mr. A. B. Lidderdale, M.I. 
Mech.E M.1.Prod.E., formerly 
member of the cables group board 
and deputy to the managing director 
of Telcon Ltd., and director of 
loolpro Ltd., is appointed personal 
assistant to the chairman 

Mr. L. Ingham, A.M.I.E.E., is 
appointed group sales manager of 
Arusha Industries having formerly 
held the post of assistant general 
sales manager of Chloride Batteries 
Ltd 

Mr. A. J. Smith, B.SC., A.M.1I.- 
Mech.E., was until recently general 
works manager of the Glacier 
Metal Co. and becomes the group 
industrial engineer 


* * * 


With effect from April 4, all 
articles manufactured by the 
Fleming B.A.O. group of companies 
which are intended for industrial 
consumption have been planned to 
be marketed through one subsidiary 
known as Optoshield Ltd. Mr. 
C. J. Williams has been appointed 
general sales manager of the new 
company and Miss B. P. Park the 
safety sales manager 
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The Corrosion and Oxidation of 
Metals, by Ulick R. Evans, 
Sc.D., F.R.S., F.1.M., 1960 
Edward Arnold (Publishers 
Ltd., London. 1094 pp. Price 
£7 net 
HE author of this book is so 
well known as a_ world-wide 

authority in his own field that it 
would be an impertinence to attempt 
to review the work in the normal! 
way It is really sufficient to 
announce its publication, and to 
quote some of the author’s own 
comments in his preface. 

He points out that this is a new 
book, in which he states his personal 
views On corrosion, with a summary 
of the experimental work that has 
influenced him in reaching these 
views. The opinions of many other 
investigators have not been neg- 
lected as can be seen from the author 
index, which contains over 3,000 
names. It is difficult in fact, to find 
anyone who has contributed to 
Dr. Evans’ subject in small or large 
measure whose work has not been 
given reference in this most com- 
prehensive book. 

In the scientific section the author 
has let the different schools of 
thought speak for themselves, and 
liberal references are provided to 
papers and books expressing views, 
not necessarily inconsistent with 
those put forward by him, but 
approaching the subject from differ- 
ent angles. 

In the industrial section it has 
generally been found possible to 
summarize the facts established by 
the observations of competent ob- 
servers, and references are then 
given where fuller details can be 
found. 

['wenty-two chapters are in this 
book, but mention should be made 
of the appendices of which there are 
two. The author considers that the 
engineer of today is taught very 
little chemistry and therefore the 
first appendix presents, albeit in 
condensed form, those principles of 
chemistry needed for the under- 
standing of corrosion. The second 
appendix, devoted to physical chem- 
istry, especially electro-chemistry, 
may, the author considers, make a 
wider appeal. 

It is interesting to note also that 
the first 18 chapters are almost free 
from equations (except in footnotes), 
after which the treatment becomes 
quantitative. 

Altogether this is a monumental! 
work, whose high value to anyone 


interested in corrosion cannot truly 
be estimated 


The Engineer “Buyers Guide,” 
1960 “The Engineer,” 28, 
Essex Street, Strand, London, 
W.C.2 Price 7s. 6d. (plus 
ls. 9d. postage 
HIS year’s edition of the 
‘Buyers Guide’ takes much 

the same basic form as previous 

issues The main section, 768 

pages of it, contains over 34,750 

entries arranged under approxi- 

mately 2,650 classified heacings 
with 1,600 cross references to help 
the user find what he wants. The 
addresses and other relevant details 
of the firms whose entries appear in 
this section are to be found in a 
special address section. Similar 
types of products have been grouped 
together, for ease of reference, but 
several specialized sections appear at 
the end of the main section and 
include chemical plant, electrical 
equipment, engines and engine 
parts, machine tools and accessories 
and sheet-metal working machinery 

I'wo other sections, included in 
this edition, should prove useful in 
many varied branches of industry, 
One is an attempt to list the almost 
continuous round of exhibitions at 
home and abroad, slowly becoming 
a feature of modern industrial 
advertising, and the other is a com- 
prehensive list of U.K. agents for 
foreign firms. 

All round, this is a valuable con- 
tribution to the field of reference 
books, and only one minor criticism 
comes to mind. For a book of this 
nature that will obviously be in use 
every day and will be well thumbed 
in the course of the next 12 months, 
a slightly stronger cover and binding 
is surely not an extravagant possi- 
bility. 


Industrial Finishing Year Book. 
1960. Arrow Press Ltd., 1, 
Stamford Street, London, 
S.E.1. Price 15s. (post paid). 

HIS book sets out to cover, 
in a single volume, the whole 
field of industrial finishing, and this 

object has been achieved with a 

great measure of success. 

The book is divided into two 
basic sections ; a technology section 
and a buyers’ guide section. In the 
technology section, tabular form has 
again been selected for listing much 
of the information, since this has 
been proved in the past to be the 
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most helpful and popular way of 
presenting data. Besides compre- 
hensive tables listing cleaning solu- 
tions, the physical characteristics 
of electrodeposited coats, the pro- 
perties and uses of synthetic coatings, 
the properties of solvents, polishing- 
wheel grit sizes, metal-colouring 
treatments, and the physical con- 
stants of oils, to name but a few, 
there are tables referring to faulty 
deposits from plating baths, and 
how to correct them, and suggested 
etching procedures, all immediately 
practical and handy for the man in a 
hurry 

The buyers’ guide and trade 
directory contains a classified list of 
suppliers of finishing materials and 
equipment, giving addresses and 
telephone numbers. Another useful 
feature of the directory is an 
alphabetical list of trade names and 
the relevant manufacturers. 


The Surface Treatment and 
Finishing of Aluminium and 
its Alloys, Second Edition, 
1959. By S. Wernick and R. 
Pinner. Robert Draper Ltd., 
Teddington. 607 pp. £4 10s 

TT HIS book is well known as by 

| far the most comprehensive 

review of the subject and, in view 
of the wide field covered, it is not 
surprising that some gaps or in- 
accuracies occurred in the first 
edition. It would seem reasonable 
to expect that a major object of 
producing a second edition, within 
three years of the first, would be to 
correct such omissions and errors 
and generally to profit from the 
experience of usage of the book, in 
addition to bringing it up to date 

It is a little disappointing, therefore, 

to find such revision falling short of 

one’s expectations, but the main 
disappointment can be avoided by 
skipping the first chapter 

The first two chapters of the first 
edition, which formed the intro- 
duction to the main subject, have 
been appropriately combined in one 
chapter, but the subject matter has 
not received the desirable improve- 
ment. The omission of the brief 
description of the standard alloys 
heightens the impression that this 
introduction lacks logic and balance, 
is too much concerned with aca- 
demic details at the expense of 
broad principles of practical import- 
ance and is not up to date. For 
example, the section on super 
purity aluminium makes only one 
mention of this purity and excludes 
it from the table specially given for 
this section, although an authoritative 
review of the metal was recently 
published (Metallurgical Reviews, 

1957, 2, (8 Again, the informa- 

tion on the corrosion of aluminium- 

magnesium alloys on pp. 16 and 21 





is conflicting and inaccurate. The 
publications of the Aluminium 
Industry give much more lucid, 
accurate, practical information on 
the range of properties of aluminium 
and its alloys of interest to anyone 
concerned with the finishing of 
them, yet there is reference to only 
one of such publications and that in 
the Appendix. 

It is quite a relief to proceed to 
the succeeding chapters, with their 
wealth of practical information and 
theoretical background, arranged 
in the same general pattern as in 
the first edition. Even here, how- 
ever, there are some errors and 
omissions, examples of which may 
be given in the hope that the 
authors will consider this aspect 
more in the next edition. The 
writer regards nitric acid cleaning, 
as generally used, to be a means of 
removing oxide and surface con- 
tamination, whereas the selective 
removal of alloying constituents or 
revelation of the crystalline structure 
of the metal, referred to on p. 156, 
is indicative of excessive treatment. 
The concentrations given for this 
acid are far in excess of those 
generally used for the purpose 
More quantitative information might 
have been given on the opposing 
effects of the thickness of anodic 
films, on corrosion resistance and 
reflectivity respectively, especially 
in relation to metal composition 
Fuller explanations of Figures 75 and 
76 would make it less difficult to 
follow Baumann’s and Schenk’s 
theories on the mechanism of film 
growth in anodizing. Developments 
in conversion coatings are not 
adequately covered: for example, 
there is no mention of the Archi- 
tectural Alocrom process, or of the 
ion exchange resin plants developed 
for the regeneration of some con- 
version coating solutions. No men- 
tion is made of paint application 
by curtain coating. It is stated 
on p. 533 that priming paints 
“invariably” contain inhibitive pig- 
ments, yet red iron oxide is quoted 
by example in the same paragraph 
While che references to the work of 
Rigg and Skerrey on priming paints 
are brought up to date, the text is 
not, and, in particular, still claims 
that the composition of the under- 
lying metal is of little consequence 
when a full paint system is applied. 
It does not seem to be realized that 
“etch primers” (or pre-treatment 
primers as they are more often called 
in this country) can suffer seriously 
from humid conditions or wetting 
after, as well as during, application, 
that low temperature constitutes 
another hazard and that, while there 
are considerable variations in pro- 
prietary products, there are British 
products which adequately stand up 
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to these severe conditions. Stoving 
is not essential to these products and, 
as the authors admit, they are 
frequently used on site. One might 
have expected that this book would 
include a reference to the improve- 
ment of the water-proofing to be 
attained by incorporation of leafing 
aluminium pigment in_ finishing 
coats. 

The definition of a lacquer given 
on p. 533 is the traditional one, but 
the writer suggests, in view of the 
modern range of products, it would 
be more appropriate to divide 
unpigmented protective coatings into 
a) varnishes -which dry by oxida- 
uion—-and (6) lacquers—-which dry 
by other means. Surely it is time 
that the curing of such coatings by 
polymerization should be _ recog- 
nized 

The defects in the text referred 
to earlier cal] for some caution on 
the part of the reader, but the book 
remains a necessity lor any organiza- 
tion concerned with the surface 
finishing of aluminium and _ its 
alloys, while the revision which has 
been made certainly calls for the 
replacement of the first by the 
second edition 

A. CHAMPION 


Year Book of the Heating and 
Ventilating Industry. 1960 
Technitrade Journals Ltd., Car- 
lisle House, 8, Southampton 
Row, London, W.C.1 Price 
15s. net, plus postage Is. 6d 


HE thirteenth issue of the Year 
Book of the Heating and Ven- 
tilating Industry, published in col- 
laboration with the Association of 
Heating, Ventilating and Domestic 
Engineering Employers, is now 
available. Once again its purpose 
is to provide in one compact volume, 
technical, contractual and other 
trade information for the benefit 
of architects, consulting engineers, 
surveyors and others who are in 
close contact with heating and ven- 
tilating contractors 
The handbook is introduced by a 
short message from the president 
of the Association, Mr. W. S. 
Richards, and is immediately fol- 
lowed by a topical article on Some 
Considerations in Heating and Ven- 
tilating Design, by L. F. Fisher 


The trade and buyers section is 
again presented in its usual straight- 
forward, easily read manner, with 
makers and suppliers names listed 
in product and alphabetical order. 
Little more can be said about this 
book, than endorse the President’s 
view, that no responsible heating and 
ventilating contractor can afford to 


be without the information collected 
and presented therein 


High Productivity in Heavy 
Engineering: Production In- 
spection and Cost Control in 
Welded Fabrication. By A. G 
Thompson, B.Sc., A.M.I.C.E., 
M.LE.S., A.M.1.W 1960 
lliffe and Sons Ltd. 339 pages 
Price 65s. net (by post 66s. 3d. 
HE introduction of welded 
fabrication into heavy engin- 

eering has led to the development 

of a whole range of new techniques 

These techniques have revolution- 

ized the production methods of 

many firms and indeed of complete 
industries of which shipbuilding 
is an outstanding example. In 
addition, the development of the 
modern oil industry and commercial 
nuclear power has been largely 
dependent on the new techniques 
which also find application in the 
manufacture of pressure vessels, 
liquid storage containers, machine 
and engine frames, and in structural 
engineering 

rhis book has, as far as possible, 
avoided repeating what has already 
been published on welding. In the 
main it is about the technology 
which has been built up round 
welded fabrication ; accurate dimen- 
sioning, coding, methods of trans- 
ferring dimensions, cutting mach- 
ines including computer-controlled 
flame profiling machines, using 
punched or magnetic tape, and 
welding machines A very full 
chapter deals with the latest metal- 
working processes essential for 
efficient fabrication, and includes 
details of the various machines 
which have been specially evolved 
for pre-forming sheet and plate. 

Other chapters deal with shop 

layout; assembly and handling ; 

quality control and inspection, where 
information is given on the latest 
methods of non-destructive testing. 


Ihe second half of the book is 
devoted to costing methods appro- 
priate to heavy fabrication. The 
four chapters on various aspects of 
this subject include one on pro- 
ductivity improvement, which illus- 
trates, by examples taken from 
heavy engineering, the specialized 
approach which is necessary 

This well illustrated book, by an 
industrial consultant who has made 
a particular study of this highly 
specialized subject, will be in- 
valuable to all those responsible for 
the fabrication of metal by welding 

management, engineers, designers, 
production and planning staffs ; 
while students of all branches of 
engineering should also find much to 
interest them 











Publications 
for Industry 


Methods of insulating buildings 
have come more sharply than ever 
under review since the passing of 
the Thermal Insulation (Industrial 
Buildings) Act last year, and the 
claims of various materials and 
systems having competitive insula- 
tion values are constantly being put 
forward Phat aluminium, in the 
form of corrugated sheet and foil, 
has much to offer in this field is 
shown in an eight-page booklet 
“Aluminium for Thermal Insula 
tion,”” issued by Northern Alu- 
minium Co. Ltd., Banbury, Oxford- 
shire 

t explains why aluminium is both 
a good reflector of heat and a poor 
radiator, keeping interiors cool in 
summer and warm in winter. Since 
this derives from a surface effect 
of the aluminium, the thickness of the 
sheet need only be sufficient for its 
structural requirements, with much 
saving in the weight and its dur- 
ability even in normally aggressive 
atmospheres ensures a long life for 
the system incorporating it 

rhe booklet also illustrates several! 
recommended systems in which 
aluminium sheet in various profiles 
is used with and without additional 
insulation, and there are notes on 
aluminium foil and its use as a 
vapour barrier 


“Molybdenum Disulphide in 
Action *’ is the title of a very infor 
mative booklet recently published 
by K. S. Paul Ltd., Angel Lodge 
Laboratories, Angel Road, London, 
N.18 Ihe booklet sets out to 
bring to prospective and current 
users of their product the experience 
obtained in this field of lubrication 
and extracts of letters from users or 
reports of inspections of specified 
applications are classified under 14 
technical headings Many infor- 
mative technical notes are included 
in each section and a brief mention 
of the chemical and physical pro- 
perties of molybdenum disulphid 


The Ward Group of Companies 
have recently issued a handsome 
stiff-backed book containing numer- 
ous illustrations of the wide range 
of new, reconditioned and second- 
hand machinery, available and on 
view at their showrooms situated at 
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Sheffield, Grays, Briton Ferry and 
Glasgow They are stockists, and 
in some cases sole distributors, for 
many well-known British and for- 
eign makes of machines in current 
use in the steel and metal fabricating 
industry, and the constantly chang- 
ing stock position often results in 
having available quickly the required 
machine. Another attractive feature 
emphasized, is the company’s long- 
term purchasing arrangements, 
which facilitate early or immediate 
deliveries, at home or abroad. This 
book is available from their head 


office, Albion Works, Sheffield, 4 


+ * 7 


Production 
special sub- 
Research Com- 
y investigated and 
reported utilization of direct 
production materials Encouraged 
by this work, the investigations were 
pursued into the fields of alternative 
and of direct production materials 
uch as oils, paints and detergents 
and the result was a report entitled 

Improved Material Utilization.’ 
Setting out to investigate, within 
the specif ed fields, the use of raw 
and process materials in the engin- 
eering and allied industries, the 
work has produced a selection of 
over 80 proved case studies, fully 
illustrated, and covering the fields 
ot 

1) Finishes and 
Materials ; 

2) Packaging ind 
Materials ; 

3) Ceramics, 
Plastics 

4) Ancillary Processing Mater- 
ials 

Copies of the report may be 
obtained from the Publications 
Department, The Institution of 
Production Engineers, 10, Chester- 
field Street, Mayfair, London, W.1 


* . * 


The Institution of 
Engineers, 
committees 


mittee, hz 


Finishing 
Shipping 


Metal Powders and 


Ihe Incandescent Heat Co. Ltd., 
Cornwall Road, Smethwick, Bir- 
mingham, have produced a leaflet 
No 1), entitled “Incandescent 
Gas Atmospheres Division -What 
we make,” describing the range of 
equipment produced by them. These 

absorbers, acid fume 
plant, absorption plant, 
tioning plant, air dryers, 
ammonia dissocia- 

monia burners 

* . 
f The Fournal o 
Vol. 3, No. 24, 
ains features dealing with 
various applications of pneumatic 
equipment —-water neater manu- 
facture, printing on curved surfaces, 
brakes for mine winding gear, 
vacuum cleaner assembly, the manu- 
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facture of plastic bottles, a remote 
signalling device, hoists in a laundry 
and a special-purpose machine for 
smoking cigarettes. Copies are avail- 
able from the publishers, Martonair 
Ltd., Parkshot, Richmond, Surrey 


*“B.S.I. News” for March issued 
by the British Standards Institution 
2, Park Street, London, W.1, refer 
to a new standard, B.S 3019 
entitled ““Generai recommendations 
for manual inert-gas tungsten-ar< 
welding’ and another, B.S. 3228 
“Procedures for obtaining properties 
of steel at elevated temperatures 
A revision has also been issued 
B.S. 1542-—“Equipment for eye 
face and neck protection against 
radiation arising during welding and 
similar operations’; this deals with 
goggles, face masks 
helmets, handshields and fixed 
screens and requires all these items 
to carry the certification mark of 
the British Standards Institution 


spectac les, 


* * * 


The “ Efco”’ journal, a monthly 
publication of the Electric Resist- 
ance Furnace Co. Ltd., carries in 
the January issue the second and 
concluding part of a lecture given 
by the author, J. McMullen, to 
invited audiences on “ Some Recent 
Heat-Treatment Dev elopments a 
The article contains interesting 
accounts of modern annealing and 
hardening photo- 
graphs of some of the equipment in 
use The journal may be obtained 
from the company, at Netherby, 
161, Queens Road, Weybridge, 
Surrey 


processes and 


“Pretreatment News’ No. 22 
issued by the Imperial Chemical 
Industries Ltd., Millbank, London, 
S.W.1, contains articles describing 
the methods of applying Deoxidine 
and Granodine in the pretreatment 
of metal sheets used in the manu- 
facture of cars by A. (ars 
Ltd. of Thames Ditton and in the 
production of fluorescent lamps by 
Endura I amps Ltd. of Stanningley, 
near Leeds, as well as a detailed 
article describing the use of Ridolene 
and Granodine in the pretreatment 
of Dexion, the slotted angle whic! 
has such a wide range of use bot 
in temporary and permanent struc- 
tures A leaflet is also enclosed 
referring to the new British Standard 
B.S. 3189; 1959, ““Phosphate Treat- 
ment of Iron and Steel for Protection 
against Corrosion’, which now 
supersedes PD. 539, and also sets 
out the requirements of Defence 
Specification DEF 29, both of which 
publications f 
Granodine 


specify the use o 
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New Plant and Equipment 


Automatic Guillotine 


IG. 1 illustrates the Besco automatic roll-feed guillotine 
recently introduced by F. J. Edwards Ltd., for the 
tabric, plastics, rubber, and light sheet-metal industries 
The machine is produced in three sizes with a maximum 
width of blade of 6 in., 12 in., and 18 in., and is suitable 
for shearing fabric, fibre, cardboard, plastics, etc., and 
thin-gauge mild steel It incorporates a unique feature 
in that the feed adjustment to the rollers can be varied 
from 0 to 96 in. by altering the throw of the crank end 
by loosening the knurled nut and screwing the crank end 
spindle. An indicator on the crank end spindle is set to 
the required figure stamped on the gib plate. A cutting 
action for each revolution of the crank is obtained only 
when the twelve steel trippers, located on the second shaft, 
are In position 
A chart is supplied giving the number of trippers 
required for any desired length. Once the machine has 
been set to the predetermined length, it will continue 
shearing until switched off. Two guides are provided 
to keep the material square as it enters the feed rollers; 
these are adjustable for various material widths. The 
maximum thickness of material on the standard machines 
is | in., and the approximate capacity in mild steel is 
0.024 in. thick 
Ihe machine is designed for bench mounting for hand 
or power operation. A fabricated stand can be supplied 
as an extra together with a mild-steel mounting plate to 
carry the guillotine and motor. Further details can be 
obtained from the suppliers, F. J. Edwards Ltd., 359-361, 
Euston Road, London, N.W.1 


Flexible Hose 


RANGE of hoses with the trade name of Vacuflex has 
44 been developed by Creators Ltd. by an entirely new 
process. Having had previous experience in developing 
and patenting a machine capable of producing steel spring 
hose on a continuous basis, a special development team 
was employed on improving the basic principle and soon 
evolved a machine having a capacity of from 1 in. to 
4 in. bore in lengths of 100 ft. or even 200 ft. A new 
company was formed, Recon (Pipelines) Ltd., with the 
cbject of manufacturing and distributing a whole range 
of piping in Great Britain. The original conception was a 
polyvinyl! chloride vacuum-cleaner hose but further types 
that have been developed by Recon include rigid pipes 
ind pipes made of nylon, high-density polyethylene, 
rigid P.V.¢ polypropylene and other materials; pipes 
reinforced with steel spring wire and with nylon filaments 
ire now in production and they can also be reinforced 
with rayon, cotton and even wire mesh 
Some of the rigid pipes have such a low density that 
they can float on water and can withstand boiling water 
for many hours. Among the many applications for which 
they are suitable in industry are steam exhausts, chemical 
fume extraction plants, air lines and for machinery where 
the pipe is not only stationary but where it also oscillates 
with a moving part of the machine 
Among the characteristics of the new pipes is their 
lightness in weight and consequent ease of manipulation, 
and their ability to withstand very high pressures; although 
they are anti-crush and can stand a man’s weight, they 
can be bent around their own diameter by applying a 
draught of hot air. In general, temperatures between 
10° C. and 80° C. are suitable for both rigid and flexible 
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pipes and temperatures above and below these temperat- 
ures may be permissible where no mechanical function is 
required 

[he address to which further information can be 
obtained is Albert Drive, Sheerwater, Woking, Surrey 


Press Feed for Strip Metal 

IG. 2 shows the Model A H press iec d produced by 
F Carter Press Feed Ltd., of Thames Road, Hadden- 
ham, Bucks, and designed for presses having a stroke of 
0 to 4 in. to feed strip up to 2 in. in width at up to 2-in 
pitch. It will operate efficiently at speeds of the order 
of 400 strokes per minute Ihe construction of the 
moving head ensures that the forward movement of the 
strip is linear, maintaining accurate feeding of material 
between 0.002 in. and 0.080 in. in thickness he teed 
incorporates a stock hold-down device 
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Semi-automatic soldering machine 


Fig. 3. 


Semi-Automatic Soldering Machine 


IG. 3 shows the Smith Universal semi-automatic 
soldering machine produced by Aktiebolaget Olot 
Smith, Gothenburg, Sweden, who are represented in this 
country by Broadway Equipment Ltd., Parway House, 
1914-1916, Finchley Road, London, N.W.3. The 
machine has eight revolving arms which enable the process 
of feeding the tin, soldering, cooling off and automatic 
ejection to be carried out in eight stages. The length of 
soldering seam is 280 mm. (11.02 in.), the minimum 
diameter of the body 65 mm. (2.56 in.) and the maximum 
250 mm. (9.84 in the output is 950-2,200 bodies per 
hour and the power required is 1 h.p. Other models are 
LM3-2 (seam 380 mm., diameters 75-310 mm., output 
650-1,800 per hour), and LM-3, which can deal with seams 
of 610 mm., diameters of 150-420 mm. and has an output 
of 400 to 600 bodies per hour; the motor power required 
in each case is 1 h.p. Gas consumption in cu. m. per 
hour is coal gas 1, acetylene 0.35 and propane 0.20 


Metal Degreasing Plants 


I C.I. LTD., Millbank, London, S.W.1, is now 
marketing a series of ultrasonic cleaning plants designed 
for use with trichloroethylene. The smallest and 
simplest of these is the ““ULV1” (compartment size 9 in 

7 in 7 in. deep 

Ultrasonic generating equipment, made by Dawe 
Instruments Ltd., 99, Uxbridge Road, London, W.5, is 
connected to a sealed stainless-steel transducer unit 
containing barium-titanate elements submerged in cool 
trichloroethylene in one compartment of the plant 
Here, electrical impulses at a frequency of 40 kc/s are 
changed to mechanical vibrations which produce 
“cavitation” in the solvent. Cavitation means the alternate 
formation and violent collapse, at a very high rate, of 
minute Cavities in the liquid, giving an intense scouring 
action at the surfaces of the work. The high solvent 
power of trichlorosthylene on oil and grease contamin- 
ation is assisted by the mechanical effect of the scouring, 
so that insoluble solid particles are effectively detached, 
even from cracks and pits on metal surfaces. The 
solvent in the ultrasonic cleaning compartment is circulated 
by a pump through a filter, where solids are collected, and 
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Fig. 4— Metal degreasing plant 


back to the same compartment. The filter is easily 
accessible for renewal 

The other compartment in the plant holds electrically 
heated boiling trichloroethylene below a vapour layer 
Vapour rises to the condensing coils, falls as liquid into 
the ultrasonic compartment and returns to the boiling 
liquor compartment by over-flowing the weir plate. A 
water coil prevents the temperature in the ultrasonic 
compartment from rising above 60 C. and damaging the 
transducers 

rhe route of articles through the plant varies according 
to their condition. Most of the work for which the 
plant is appropriate is not heavily greased or oiled and 
can go straight into the ultrasonic cleaning compartment, 
and then into the vapour above the boiling liquor 
Grossly contaminated work should be given a preliminary 
dip in boiling liquor; in the larger plants three compart- 
ments are provided so that a steady flow of work can be 
maintained. The final immersion in vapour is desirable 
for safety and economy, as it ensures that work is dry when 
it leaves the plant 

Safety features include rim ventilation equipment and 
a thermostat which cuts off the heat if the water fails or 
if the solvent level falls dangerously low 


Advanced Design for Hollow-ware Machines 


IG. 5 shows one of two machines which have been 
developed by the Birkenhead firm of Moon Brothers 
Ltd. specially for hollow-ware manufacturers. They 
are the first machines to be made in this country capable 
of fully automatically trimming and curling hollow-ware 
type stampings or spinnings in one operation; the machines 
can be set for either operation alone 
The design of both models secures wide range, 
minimum change-over tools, a speedy change-over, 
operational safety and a consistently high output. No 
skill is required to operate them; the operator merely 
feeds stampings into a chute, either by hand or conveyor, 
where they are picked up by the feed plate and carried to 
the chuck and clamped. Cam-controlled trimming 
cutters remove the irregular excess material from the 
flange, and this is cleared away in a spiral down a separate 


chute from the stampings. Cutters are brought in 
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Trimming and curling machine for hollow-ware 


Fig 5 


smoothly, leaving an even width of flange which is then 
curled by the single curling roll. The trimming cutters 
are above the chuck and the curling roll below. The 
stamping is ejected and the next one fed into the chuck 

The two machines, model U.T., and model T.1T 
cover a wide range of sizes. Adjustments are few and 
readily accessible; change parts for different sizes of 
stamping comprise chuck, clamp, feedplate and stripper, 
and as the changeover can be effected quickly, the 
machines are particularly suitable for short runs. An 
electric motor for standard three-phase supply with V-rope 
drive is incorporated in the machine and guarded to 
comply with safety regulations 

Each machine is supplied complete with one set of tools 
to suit one size of stamping and change tools can be 
supplied to suit any size of stamping to a maximum flange 
diameter (before trimming) of 14 in. or 7 in., with a 
maximum depth of 4 in. or 3 in., and a maximum thickness 
of 0.03 in. or 0.025 in. for the U.T. or T.T. machines 
respectively. The U.T. model has a top speed output of 
28 per minute and the T.T. a standard output rate of 30 
per minute 


P.V.C,. Ducking Rollers 


UCKING rollers used in the pickling of continuous 
steel strip can now be fully protected against chemical 
corrosion. This latest development by Tanks and Linings 
Ltd., Droitwich, Worcs., is the result of several years’ 
research into the possibility of providing a roller with a 
plasticized P.V.C. outer skin and was made in close associ- 
ation with one of the leading stainless-steel producers 
The rollers, illustrated in Fig. 6, are constructed almost 
entirely from rigid P.V.C. and there are no metallic parts 
whatsoever in contact with the pickling liquid. The 
stub shaft-ends run in carbon and P.T.F.E. bearings, 
but a variety of end conditions can be provided. 
Because the stainless-steel strip must be completely 
immersed in a bath of nitric/H.F. acid, it is essential that 
the ducking roller is fully resistant to the chemical 
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Fig. 6.-Ducking rollers 


conditions and, at the same time, able to withstand the 
mechanical stresses involved 

High-quality strip must not be scratched or marked 
it has been found that the P.V.C. outer covering will not 


pick up and retain metal particles that cause damage 


Portable Wire-Stitching Machine 


NEW, portable wire-stitching machine which makes 
and inserts staples from a coil of wire, has been 
developed for fastening materials up to ? in. thickness 
This machine (Fig. 7) can “‘staple’’ through low-carbon 
steel, aluminium, plastics, wood and paper. The five- 
pound coil of wire will make approximately 60,000 staples 
before reloading 
The machine can be actuated by either a foot switch 
or a micro-switch and is available with single-trip or 
multiple-trip clutch. The wire used is stocked in 28 
different gauges of both round and flat, in standard 
finishes and colors 
Additional information and 
obtained from the General Staple Co., Dept 
28, East 22nd Street, New York 10, New York 


specifications can be 


‘WwW, 


Fig 7 


Wtre-stitching machine 
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Chain pulley block 


Fuse-switchgear 





Low Headroom Chain Pulley Block 


MONG the exhibits at the Mechanical Handling 

Exhibition at Olympia displayed by Geo. W. King 
Ltd. of Stevenage, Herts., for the first time was the 
‘“*My-te-Min” Mark II electric chain pulley block 
(Fig. 8), which incorporated many improvements including 
electro-magnetic disc brakes, automatic chain guards, 
unified threads for International standardization, and the 
new “‘Snip-Snap” push button control. Less headroom 
is required and overall weight and size are reduced for 
greater mobility. Easily detachable load sprockets 
simplify maintenance and a grease lubricating gearbox 
eliminates all possibility of oil leaks. Four models are 
available——{-ton, }-ton, 1-ton and 1}-ton capacities. 


Fuse-switchgear 
geo 9 shows the 550-volt a.c 
switchgear produced by George 
Perry Barr, Birmingham 
The fuse-switches are mounted in a double-tier, two- 
way or four-way sheet-steel chamber, having a cast-iron 
door over each switch to house the telescopic operating 
handle and circuit data plate doors to carry instruments 
are also provided and separate chambers may be bolted 
together on the site to provide composite units as desired 
Sizes range from 100 amp. to 600 amp. current ratings 
and they may be three-pole or three-pole and neutral 
link 


tuse- 
Ltd., 


heavy-duty 
Ellison 


Pneumatic Hand Saw and Hand Miller 
WO tools, the Armstrong Whitworth pneumatic hand 
saw and hand miller, which are being marketed by 
the Armstrong Whitworth Equipment Unit at Gloucester, 


were on show at the Compressed Air and Hydraulics 
Exhibition in London at the end of April. Although these 
tools are new products in the commercial sense, they wer 
made, originally, for pneumatic operation by Sir W. G 
Armstrong Whitworth Aircraft Ltd. of Coventry, member 
of the Hawker Siddeley Group, and have been in use in 
their factories for over ten years; they therefore come into 
the market as tried and proven tools. They have been 
constantly developed and improved and their robustness 
is emphasized by the fact that Armstrong Whitworth is 
still using hand saws and millers that were built six years 
ago and apart from routine servicing, have been in constant 
use on day and night shifts. 

The hand miller resulted as a direct development of 
A.W.A.’s research into lamina flow wings (wings with an 
extremely smooth surface to improve their efficiency at 
high speeds). Surface irregularities on the A.W.A.- 
built lamina flow wings were eventually reduced to 
1,000th of an inch in two inches over the whole wing 
surface by special building techniques and flush riveting 
Milling off the heads of thousands of rivets with extreme 
accuracy presented a problem with the remarkable 
A.W.52 ‘‘Flying Wing’’ research aircraft with its huge 
90 ft. span wing. The motor armatures of electrically- 
powered tools would not stand up to the strain, so the 
pneumatic hand miller, with its micro adjustments 
allowing cuts of hundreds of thousands of an inch, was 
successfully developed. 

When A.W.A. began the production of the Meteor jet 
fighters, the aircrafts’ fuel tanks were fabricated and 
sealed leaving 800 small bolts from which the ends had 
to be cut after the self-locking nuts had been screwed home 
This was a long and tedious task for fitters equipped only 
with a hacksaw and production was therefore necessarily 
slow; following the pneumatic hand miller it was a simple 
matter to develop a hand saw on the same principle to 
smooth the bolt ends away in a matter of minutes. Now 
a large number of these saws are in use throughout th« 
factory for cutting wood, plastics and metals of all kinds 
The saw uses the exhaust air for blade cooling, a swart 
clearing jet, requires little maintenance and can run for 
indefinite periods. It uses only three inches of hacksaw 
blade so broken or used blades (the back end of a hacksaw 
blade gets little wear) can be used instead of being sent 
for scrap. Both the tools are patented 

Continued in page 484 
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Plate Bending Rolls and Precision 
Levelling Machine 


IGS. 10 to 12 show three machines recently introduced 
by the Bronx Engineering Co. Ltd., of Lye, nr 
Stourbridge. 

Fig. 10 illustrates a 4-roll initial-pinch-type plate bend 
ing rolls specially built for a North-East shipyard to deal 
with mild-steel plate from | in. to 1} in. in thickness and 
36 in. in width. The rolling speed of the machine is 
18 ft. per min. and a full-capacity bend can be made with 
the plate stationary. The vertical roll-neck bearings 
incorporate anti-friction thrust bearings fitted on all rolls 
to take vertical loads in both directions. The two centre 
pinch rolls are positively driven and the two side bending 
rolls are idle. Limit switches are fitted to control the 
travel of the side bending rolls, thus preventing accidental 
overload. A swing-down end bearing is provided, fully 
balanced, to allow cylindrical work to be easily withdrawn 
from the rolls. The horizontal rollers on the baseplate 
are provided to prevent the plate from falling below the 
bottom of the vertical rolls. The control gear is mounted 
in a multi-motor desk type panel with separate contactor 
gear to operate the 30-h.p. main drive motor, two 25-h.p 
side roll adjusting motors and the 5-h.p. motor for 
operating the back pinch roll. Adequate precaution is 
taken to prevent scale from fouling the main drive and 
chock slideways 


Another plate bending rolls, built for South Africa, is 
shown in Fig. 11. This machine has a capacity for rolling 
mild-steel plate 14 ft. in width, 11 guage in thickness to 
13 ft. inside diameter and 14 ft. in width, 10-gauge in 
thickness to 18 ft. inside diameter. The rolls are machined 
from 0.4/5 carbon steel forgings of the highest elongation 
and have a working length of 14 ft. 2 in. ; the diameter of 
the top and bottom pinch rolls is 114 in., and that of the 
side bending rolls is 10 in. The bottom pinch roll is 
adjusted by means of a handwheel and bevel pinions 
to the worm gearing and an auxiliary drive is provided 
to the side bending rolls by means of vee belts and jockey 
pulleys to overcome rolling friction ; large indicator dials 
are provided for roll settings. A pneumatically-operated 
swing-down housing simultaneously counteracts the dead 
weight of the top roll when falling; there is also a 
pneumatically-operated push-off for the removal of 
completed cylinders. Housings of all-steel fabrication 
include an oil bath for the worm reduction drives 
The main drive motor is 15 h.p. and there are two side 
roll adjusting motors of 10 h.p. each which give a rolling 
speed to the machine of 18 ft. per min 


Fig. 12 shows a Bronx precision levelling machine of the 
17-roll type with triple banks of back-up rolls fitted to 
the upper and lower banks of the work rolls, operated 
by a 35-h.p. slip-ring motor complete with reversing 
starter giving a levelling speed of approximately 40 ft 
per min. for mild-steel sheets up to 6 ft. in width and 
10 gauge in thickness. The work rolls are of carbon- 
chrome steel 2} in. dia., hardened to 85/90 schlerescope 
and the top bank is arranged to tilt. The back-up rolls 
are of carbon-chrome steel of 78/80 schlerescope so that 
they will not mark the work rolls and are arranged to rest 
in both top and bottom work roll banks, with the necks 
running in needle bearings; the back-up rolls on the 
lower work rolls are adjustable to enable pressure to be 
directed to the sheet where required. Indicators are 
provided to show the roll position and a pair of heavy 
driven pinch rolls are fitted for feeding strip from the 
coil. The gear box is of fabricated steel construction and 
all gears and bearings are self lubricating. Housings of 
heavy box-section fabricated steel are used throughout 
and a mechanical lubrication system is fitted to all 
working bearings 
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Fig 


10 


4-roll 


Fig. 12. 


imitial-pinch-type plate bending ro 


Precision levelling machine 
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IF YOU THINK YOU CAN AFFORD TO DO WITHOUT 
THE NEW GKN SPARK MAGHINE 


DON'T GOME AND SEE IT 
On M. C. Layton Ltd's 


Stand 204 


at the International Machine Tool Exhibition, Olympia. 
dune 25th = July 8th 


With the new GKN Spark Machine, the production 
of intricate shapes by electro-erosion is faster than 
ever; the range of finishes obtainable has been 
extended ; and both capacity and accuracy have been 
increased. Installation and operating costs, however, 
are surprisingly low. 


G K N spark machine 


DESIGNED BY THE GKN RESEARCH LABORATORY 


You can see models Br and B2 of the GKN Spark 
Machine in action at the International Machine 
Tool Exhibition. In forming your opinion of 
them, forget about their good looks, sturdy engin- 
eering, and unusual compactness: think of their 
performance! 


Welsh Metal Industries Ltd 


erp y, Gla ga 


Sole Agents: M. C. Layton Ltd., Abbey Wharf, Mount Pleasant, Wembley, Middx. Rudkin & Riley Ltd., Cyprus Road, Aylestone, Leicester. 
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by not later than 16th JUNE, 1960 


ODDIE FASTENERS DEROTA 


TRANSFER PRESS 


The fastener with endless applications in the £ 1,100 


Sheet Metal Industry. 


























SIMPLE—POSITIVE—SELF LOCKING Complete with electrics. Under maker's guarantee 
Made in a variety of types and sizes. Special IMMEDIATE DELIVERY 
fasteners to suit customers requirements. 
Used on quickly detachable panels, inspection FREE TOOLING ADVICE 
doors, access covers, machine guards, pane! 

covers, fairings, box lids, etc. * 


For full details and literature apply to:— 
HEADLAND WORKS LTD. 
ODDIE BRADBURY & CULL LTD. Buckingham Place, 


SOUTHAMPTON Telephone: Lake Road, 
Ports. 20899 Portsmouth 





Telephone: 55883 Cables: FASTENERS SOUTHAMPTON 














Vit Five Manges Kings 


ALL SECTIONS & SIZES GENERAL SHEET 


(BURY) LIMITED 





‘ 2 
Prompt and Efficient Service PARSONS LANE, BURY, 
LANCS., 


Phone: BURY 691 
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DISPLAY ADVERTISEMENTS 
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BOX NUMBER 2/6 including postage of replies. 
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Manager, ** Sheet Metal Industries," John Adam House, 17-19, John Adam Street, Adelphi, London, W 


Classified Advertisement 
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MACHINERY and MATERIALS WANTED 








BRIGHT STEEL BARS, ROUNDS, 
SQUARES, HEXAGONS 
Any size, any length 
Mixed or separate 
Particulars to 


Box No. 897, '‘ Sheet Metal Industries "’ 
17-19, John Adam Street, London, W.C.2. 














STEEL STRIP OR SHEET 
OFFCUTS 
in. and wider 15 in. and longer 
10 g. and lighter 
BRIGHT, BLACK, OR HOT ROLLED 
May be mixed 
Box No. 899, ‘Sheet Metal Industries "’ 
17-19, John Adam Street, London, W.C.2. 


14 











SECTION or Profile Rolling Machine, either 

inboard or outboard types Tangent 
Machines suitable for manipulating 
sections Box N« 901 Sheet 
17-19, John Adam Street 


also 


FUN 


Suita 


BOX 


ble 


x 
Bending 
light metal 
Metal Industries,”’ 


SELL US YOUR 
SURPLUS STAINLESS STEEL 
SHEETS - FLATES - BARS - TUBES - SECTIONS - STRIPS - BLANKS ~- OFFCUTS 

e top prices paid 
e offers by return or our 
buyer will call 
e prompt collection and payment 
STAINLESS RECOVERIES LTD 


DOVER ROAD TRADING ESTATE SLOUGH . BUCKS Tel : SLOUGH 24622 


and Presses required 

und and irregular con 
Modern Packages Ltd 
Middlesex 


Plant 


tainers manufacture 


Phoenix Works, Uxbridge 











MACHIN 





various 
Subs 


in. wide, 
90/100 Ibs 


OFFCUTS I} 
up to 36 in 
8-10, Lily 


TENINPLATE 

lengths 
Dibro Limited 
21 Tel. BOO. X 





TUMEROUS Sheet Offcuts and 
4 Cheap Apply Messrs Wright 
Summerhill, Ltd., Royal Road, Balm 
Hunslet, Leeds, 1 

YEW PROCESS TYPE PWI10 PORTABLE 
4 PLIERS-TYPE SPOT WELDING 
MACHINE for sale For edge welding tw« 
thicknesses of 12 14 S.W.G. Stainless 
steel if K.V.A 200 cycles 
Throat 24 Flexible leads 6 ft long 
Overhead gantry to carry the head or can 
Weld timer from 0 to 8 
etc from | J. Edwa 
Road, London, N.W.1 
Birmingham 


Discs 


Road, 


or 
volts SO 


€ used free 

Photo 
Fuston 
Street 


seconds rds 
Lid., 359 
41. Water 


or 


Standard Universal Punching 
and Notching Machines 
n. MS., et 
Shears, 14 


New FICEP 
Shearing, Cropping 
All size 
New FICEP Alligat 
har 


3 in a up 
New FICEP 3 in. bar cap 
OSMOND 10 in 12 
Off Machines 
t Shearing Machines 
in S/te¢ 


Billet Shear 
in., 14 in., le 

Capacity 
bar and 


x 


Ss. W. WARD LTD. 
SHEFFIELD 


"Grams: “Forward” 


THO 
ALBION WORKS 


Phone: 26311 Ext. 371 


Remember ° 


Wards might have it! 


Road, Liverpool | 


and 


ERY and MATERIALS FOR SALE 
UXTON 


I GREEN SOLDERING MACH- 
4 INE FOR TOPS AND BOTTOMS OP 
ROUND CANS for sale Capacity from 
1} m. to 6 in. diameter and from 14 in. to 
1 r jeep Production from 1,500 to 
0,000 ends per hour, single double 
scams tagger ends or lever lids, plain or 
jecorated. F. J. Edwards, Ltd., 359, Euston 
Road, London, N.W.1, or 41, Water Street, 


| Birmingham 


Power Cone Rolling Machine 
Capacity 16 S.W.G Length | 
Diameter of rollers 5} in 

| 


” ENDRICK 
for 

of rollers 
tapering 
stand f J 

Road. Londor 


Birmingham 
we FUCKING 
Al present 

of buckets with 
and 13 in. diameter 
400 /3/50 Capacity 
By any height F 

Euston Road, London 


Street. Birminghar 


sale 
wm iw 
to | Mounted on 


359. Euston 


Water Street 


diameter 
ds, Ltd 
l 


' n 
Edwar 
NW or 41 


or 


MACHINE for sale 
up for wiring the Lops 
ones for 10 in., 11 i 12 
Arranged mot drive 
15 in. diameter. | 
Ltd 359 


41. Water | 


set ee 


in 


Yr 
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Edwards 
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up 


“CHICAGO” PRESS BRAKES 
Here are four modern Press Brakes for 
work nearly every $.M. Shop can use. 
No.131A. 4 ft. x M%g.— 6” throat—10 tons 
No.131B. 4 ft 18 g.—12” chroat—10 tons 
No. 265 6 ft. x 18g.— 6” throat—25 tons 
No. 56A 6 fe 16 g.— 6” throat—25 tons 
No. 568 6 ft. x 16g. for punching—25 tons 
ideal for work within rated capacity. Variable 
strokes up to 50 per minute. Foot control. 





TIME RECORDERS 
RENTAL SERVICE 


TIME RECORDER SUPPLY 
& MAINTENANCE CO., LTD. 


Hop 2239 | 
157/159, BOROUGH HIGH ST.LONDON,$.E.1 | | 


All steel construction 
Reasonable prices. Circular on request 
THE OLIVER MACHINERY CO.LTU. 
196 DEANSGATE, MANCHESTER, 3 

















LEO RAPP (STEEL) LIMITED 
Steel Stockholders 
Wimberne ~~ orwens Grom, Spettam, Middx. 


MILD STEEL SHEETS, CR.CA., C.R.G.P., E.D.D.; PLATES; BLACK AND 
BRIGHT M/S. FLATS, BARS, SECTIONS, ALLOYS. 


Primes and Non-Primes. Capacity for shearing and profile cutting. 
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a MACHINERY and MATERIALS FOR SAL E—<contd. 

K | NGSLAN D For all HAND AND POWER SHEET 
METALWORKING MACHINES 

Hand Bending Rolls ROLLS 


£82. 5.0 
£225.10.0 








GUILLOTINES 


Power Bending Rolls 
4 
i 
? 
i 


PRESS BRAKES & FOLDERS 


Treadle Guillotines Power Guillotines Hand Folders 


18G £61.10.0 14G £377. 0.0 18G — £66.15.0 
16G 10G £516.10.0 18G — £87. 0.0 
18G 14G £509.10.0 16G — £219. 0.0 
46 = 10G — £610. 0.0 14G — £322.10.0 
6 <x 10G — £917.10.0 10G £538.10.0 
20G £327.10.0 } £1, 406.10.0 L” = £94. 08 

14G £543. 0.0 


* EARLY DELIVERIES Press Brakes 
* FIRST CLASS AFTER SALES SERVICE 
* DEMONSTRATIONS AVAILABLE 


The KINGSLAND Engineering Co Co. Ltd., 25 37 Hackney Rd., » London, E.2 Phone: SHOreditch 6357 5635 


ati _ He NE GE« Infra-Red Drying Oven, di 
| emitter bulbs, in two halves on rails. per 
mitting adjustment for large or email article 


FOR | 
- || 18 ft. x | im. RHODES PRESS BRAKE || 
{ e e | Bo No. 903. ‘“* Sheet Metal dustries 
Duct nanron csten || He its tor 40. 22/06 tai 10m soun |] TPE See Sti ee ee 
After the LOCK 1] capacit torised 400/3/50. Friction | 
comes the CABATPORICER 3 || ouch. Motor adjustment to ram. 90 


forming tox if 2 ' long and 





n. and I} in. open 


Which makes A. |] ings. Sed ond tap tenn alld moe, || COLD REDUCED 


wo kinds of | 
L po mag the t ir ng Between uprights 10 ft. | 

Ss’ clea a si. Swoks 5 i. Die wee 12 fe. | ST EEL SHEETS 
and * Drive’ Weight about 20 tons 


cleat and at ; j 
gees 5. 8. Epwames tne. || U.S.A. Origin at Mill prices for 


Both cleats §& 359, Euston Road, London, N.W.1. || early shipment. 
have machine- i or 41, Water Street, Birmingham 3. 


d i- ; 
formity and ff sii {|| BARTELLA LIMITED 
as ane aoe . 3 CHESTERFIELD GARDENS, 
——- SECTION FORM LONDON - W4 

chine y 
many sets of ; R Oo L & I N G |] Tel.: GRO 3369 Telex: London 23369 


Rolls, each of Cables: Aletrab London 
MACHINES 
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——— Designed and manufactured to 
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Cegraems FOR SALE AND WANTED 
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Send for circular and samples 





CHAS. W. BIRD Ltd. PORTABLE POWER TOOLS 


THE OLIVER MACHINERY | Jonccion Works, Oldbury na. | ,POWER TOOL: 


Staffs. Smethwick ,- _ = and Co., Lid., 538, 


co., LTD. 
196, DEANSGATE, MANCHESTER, 3 SME. 0027 “ommerce Road, Wood Green, London, 
N.22. Bowes Park 7221 
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ae 
Ll — ew onsroe SIDDELEY ENGINES 


An interesting and responsible vacancy exists at BRISTOL 
SIDDELEY ENGINES LIMITED, COVENTRY DIVISION for a 


WELDING ENGINEER 


Applicants must be fully experienced in all types of welding to 
Lloyd's standard and also all classes of welding techniques, including 


Resistance, Electric Arc, Argon Arc and Gas to A.I.D. standards 


A full knowledge of welding theory is essential and an ability to 


work in close liaison with the Design Staff will be necessary 


The appointment will carry Senior Staff Status together with a 
salary commensurate with the ability, experience, qualifications and 


age of the successful candidate 


Please apply, in strict confidence, giving full details, to: The 
Personnel Manager, Bristol Siddeley Engines Limited, Coventry 
Division, P.O. Box 17, Coventry 














EDUCATIONAL FACILITIES 








CITY OF SHEFFIELD EDUCATION COMMITTE! 
COLLEGE OF TECHNOLOGY 
Department of Engineering 


SANDWICH COURSE IN THE 
ENGINEERING OF PRODUCTION 
Department of Science 


SANDWICH COURSE IN METALLURGY 


Three-year Sandwich Courses leading to Higher National Diplomas in the 
Engineering of Production and in Metallurgy are in operation. In each 
year of the Course, students will spend six months full-trme in College and 
six months in Industry. For entry to the Courses, the required qualification 
will be either a good Ordinary National Certificate or appropriate passes at 
Ordinary and Advanced levels in the General Certificate of Education. 

Full particulars may be obtained from the Registrar, College of Technology, 
Pond Street, Sheffield, 1, to whom early application for admission to the 
Courses in September, 1960, should be made 

r. H. TUNN, 
Education Office Director of Educati 
Sheffield, | 

















BOOKS 


"XIN BOX Engineers and others concerned | 

with sheet metal production problems 
should have a copy of ‘* Tin Box Manutfac- | 
ture,"" by J. W. Langton, M.B.E., B.Sc | IRE Purchase finance available for 
M.1.Mech.E., obtainable from Canning Pub- | Machine Tools and Plant generally 
lications, 14, Coleman Street, London, E.C.2.| Apply D. Everard, Lid., 62, Oxford Street 
price 3is. 6d. post free. (Leaflet free.) London, W.1 Tel Museum 0811 





FINANCE AVAILABLE 





| 


DLANNING Engineer for North Midland: 
sound practical experience sheet meta 
fabrications—press shop knowledge an advan 
age.—Details to Box No. 905, ** Sheet Meta 


Industries 17-19 John Adam Street, 


| London, W.4 


TECHNICAL 
COMMERCIAL ASSISTANT 


yuired for the product Manager handling 
the sales in the United Kingdom of PHILIPS 


WELDING BQUIPMENT 
j 


The work will involve contact 
ustomers and = the o-ordinatior ot the 
activities of a force of sales representatives 


He should t about 35 years of age, bav 
1 good technical background in all branches 
f welding, and also some mmercial exper: 
nce A good standard of education is 
jesirable Applications should be sent to th 


EMPLOYMENT OFFICER, 
Research & Control Instruments Led., 
Instrument House, 

107, Kings Cros Road, W.C.1 
juoting ref 412 





AGENCY REQUIRED 





SALES REPRESENTATION 


A well established Company acting as 
agents im the Southern Counties for reput 
Midlands manufacturers is now able i 

an additional agency Length of 

with existing Principals is ev 

of the standard of service maintained 

>» have exceptionally well appointed and 
fully staffed ffices and our outside repre 


|} sentatives are experienced engineers capabk 


of dealing with technical matters 

his ss an ~pportunity for a manufacturer 
to develop sales in this important territory 
Principals only, please write in first instance 


|} to Box No. 907, “ Sheet Metal Industries,’’ 


19. John Adam Street, London, W.C.2 


REPRESENTATIVES REQUIRED 





I EPRESENTATIVES already calling on 


Engineerir oncerns required to carry 


| additional welding and cutting equipment 


Box WN« gO) Sheet Metal Industries 
17-19. John Adam Street, London, W. 





BUSINESS FOR SALE 





| @Y MALL Sheet Metal Business situate at 
s 


Harlesden, N.W.10 Frechold Premises 


| 2.500 sq. ft., with six-roomed house in addi- 
;} tion. Plant and equipment in good working 


| (Halifax), Ltd, Arden Works, Fenton Road, 
Halifax 


order For sale as going concern Price 
£8,000. Further particulars of Henry Butcher 
& Co 73. Chancery Lan W.C 2 Tel 
HOLborn 8411 





CONTRACT WORK REQUIRED 





wire T METAL Fabrications of precision 
x and repetitive nature a speciality Wades 





SHEET MET AL INDt STRIES 


JUNI 1960 


CONTRACT WORK REQUIRE D—contd. 





PRECISION Sheet Metal Work 
Radio and Electrical Trade. Chassis, 
Panels, Brackets c Power Press capacit y 
ip to 100 tons brake capacity up 

105 tons & ft. x 7/32 All s spray and stove 
finishes ALD approved The Kaym 
Company Kaymet Works Sylvan Grov 
London, S8.E.15 ne NEW Cross 6644 


I ET US quote you for mets [ 
4 all metals up to 25 in. blar 
Halifax), Ltd., Arden Works, Fes 


Halifax 


SERVICE 
USERS 


SLITTING 
FOR COU 
Any metal, gauge and widt 


ELM ENGINEERING 
Southern Road, Aylesbury, 


Aylesbury 3571 


METAL SPINNING & 
SHEET METAL WORK | 


Enquiries Invited 
ALFRED A. CORRE & CO. LTD. | 


23, JACOB STREET, LONDON, SE! | 
Telephone: Bermondsey 2858 


LIMITED, 
Bucks. 














BENT WIRE ARTICLES 
SMALL PRESSINGS 
REPETITION-TURNED PARTS 


B. & U. ATKINSON, LTD. 
Street Works, Shipley, Yorks. 


for the 


= METAL SPINNING — 


Rowntree 
119-121 Gloucester Road - 


Graham & Company 
Walthamstow 


Limited 


* London: E.1 7 


LARkswood 3901 


HIGH ( ‘. ASS WORK 


jated with Vitre 


IN LIMITS 
Ltd 


TO PRECISK 


Enamelling Works (V.E.W 








Light Constructiona 


f a general and 


able 8 ft. x 4 in 
al Industrie 


Box Il, “Sheet Me 
19 i t W.C.2 


London 





VITREOUS 
ENAMELLING 


Capacity available for Sheet 
Metal Parts 


ALSO FACILITIES FOR FABRICATION 


We are noted for Prompt Service 
and Highest Quality 


JOHN KING & SON (ENAMELLERS) LTD. 
P.O. BOX NO. 4, CHESTERFIELD 


— WORK 

it Deep Drawin 
Blanking and Forming uf 
Halifax Ltd Arden 
Halifa 


—SHEPPERD— 


METAL PRODUCTIONS LTD. 
HERTFORD 

Specialists in 

SHEET METAL WORK 
Manufacturers and Welders of 
Fabricated goods in all metals. 
Medical and Scientific Instrument components 
Cases and fittings, etc. 


Filte:s and Strainers for various purposes 
Prototype and Development work to speci- 
fication 


Telephone: Hertford 2527 








TINNED STRIP 


Copper, Brass and Steel strip and 

Foil in coils of any length, tinned by 

“CONTINUOUS HOT 
DIP PROCESS” 

Max. Width 7 in 18 to 48 s.w.g 
Quick delivery Competitive prices 
* 

STRIP METAL TINNERS LTD. 
Schoo! Lane, Welling, Kent 





ephone BE Xleyheath 1120 


DRAKESONS—— 


cree Ty UP TO 72° 
ALL METALS 


SPECIALISTS IN STAINLESS 
STEEL HYDRAULIC SPINNING 


SHEET METAL ENGINEERS 


21 PARKHOUSE STREET, CAMBERWELL 
LONDON, S.E.5. ney 


ROO 
5626/27/28 




















DOMINANT WORKS 
(opposite Boothby Road) 





METAL SPINNING OUR 


UP TO 9 ft. DIAMETER 


(HYDRAULIC AND FLOW TURNING) 

POWER PRESSWORK to 250-ton capacity, including Hydraulic. 
GENERAL SHEET METAL WORK, ARGON, ARC & OXY-ACETYLENE WELDING 
DEEP DRAWN PRESSINGS 
SHAWE METAL SPINNING WORKS 


ELTHORNE ROAD 


LONDON, N. 19 


SPECIALITY 


Telephone: ARChway 6631/4 
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For SHEET METAL WORK 


We undertake sheet metal work of every description 
and offer a service specialising in prompt and accurate 
work. Small or large quantities can be handled and our 
design department will be pleased to advise you on your 
particular problem 


Consult — 


H. KIMBER LIMITED 


6 HIGH STREET, COLLIERS WOOD, S.W.19 
Telephone: LiBerty 7281 (4 lines) 


BENT / | THE 
SKERNE WORKS 


LIMITED 


ALBERT HILL, DARLINGTON 
(Tel: Darlington 5612) 














~) 
| ARTICLES 


FOR THE SHEET 
METAL & TINPLATE 
INDUSTRIES 


SPECIALITIES * 


WIRE BAIL AND 
DRUM HANDLES 
IN ALL SIZES FOR 
PAINT, OIL AND 
OTHER 
t) J) CONTAINERS 


PRESSINGS 
PRESSED SECTIONS 
COLD FORMED SECTIONS 





{ } 
( ) 
—— ‘ 
: | 
i oy) 
a ej 


BRADLEY & BURCH 


WIRE COMPONENTS 


LIMITED 
65, LONDON WALL, LONDON, E.C.2 


PHONE: NAT. 7518 "GRAMS: CLAVIGER, AVE, LONDON 





FABRICATIONS 
MACHINED PARTS 


IN ALL METALS 


All enquiries promptly dealt with 
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COLD- 
REDUCED 


HOT- 
ROLLED 


Black or Galvanized, 
also plates up to 
i in. inclusive 
SHEARED TO YOUR SIZES 


SPENCER & CO. LTD., WOLVERHAMPTON 








. + not the ultimate in sheet metal guillotines 


as we always aim for improvement, but 


perfection for today, and possibly tomorrow 


The New 4 
BESCO-TRUECUT 


Cull 


International . Fae 
MACHINE TOOL ; 
Exhibition 
OLYMPIA 
June 2S-- Suty & 





we 


are the result of entirely fresh 
thought in guiliotine design and construction, 
featuring an electrically operated 
« STAND @| self-adjusting friction clutch and magnetic brake 
GRAND HALL with worm gear drive, giving vibrationless 
and almost silent operation. 
Maintenance is negligible, one of the 
most welcome changes in half a century to experienced 
users of guillotines. 
The one-piece welded steei plate frarne, bed and baseplate 
gives real strength and rigidity and 
is virtually unbreakabie. 
The clean appearance 


of the machine is 
undisturbed by outside moving mechanism. 
Clear-view automatic hold-down, precision gauges, 
remote cutting contro! and push-button selection 
for continuous or ene-stroke action, 
multiple crankshaft bearings and dry-type slides in 
the best contemporary engineering practice, crown 
this superb range of 
new electro-mechanical guillotines for cutting all 
ferrous and non-ferrous sheets, plastics, rubber and similar materials. 
We are certain that they will 
ease your cutting schedules and 
delight your managerial, operative and maintenance staffs ; 
even your accountant will be interested ih the low cost. 











Made in sizes to cut up to 
4 ft., 6 ft. and 8 ft. wide 14 S.W.G. and 
3 ft., 4 fc., 6 ft., 8 ft. and 10 ft. wide 4 in. 


and 8 ft ¢ in. mild steel, 


We seek your immediate and valued enquiries 
so that, if necessary, demonstrations can be 
arranged by appointment at Edwards House 
in London. Can also be seen at the Machine 
Tool Exhibition 


Registered Design No. 892679. Patent pending. 


Besco-Truecut is a registered name. 


Designed and built by Britain’s 
leading makers of 


Sheet Metal Working Machines 


FS. Edwards It 


EDWARDS HOUSE, 359-361 EUSTON ROAD, LONDON, N 
Phones: EUSton 468! and 3771 Grams: Bescotools London th 
LANSDOWNE HOUSE, 4! WATER STREET, BIRMINGHAM 
Phones: CENtral 7606 8 srams.: Bescotoo!s Birm inghe 








